
m,UK Patent ™,GB m.2 380 215 <«B 

(45) Date of publication: 13.08.2003 



(54) Title of the invention: A tlibuldr liner 






iciv in* f*t7* C91D i"7/no yiQ/m 






(21) Application No: 0229382.7 


(72) 


Inventor(s): 
Robert Lance Cook 


(22) Date of Filing: 08.11.1999 




David Paul Brisco 
R Bruce Stewart 


Date Lodged: 17.12.2002 




Lev Ring 

Richard Carl Haut 


(30) Priority Data: 




Robert Donald Mack 


(31) 6011 1Z93 (32) 07.1Z.199o (33) US 








(73) 


Proprietor(s): 


(62) Divided from Application No 




Shell Internationale Research 


9926449.1 under Section 15(4) of the Patents 




Maatschapptj B.V. 


Act 1977 




(Incorporated in the Netherlands) 
Department IP/43 Carel Van Bylandtlaan 


(43) Date A Publication: 02.04.2003 




30, 2596 HR The Hague, Netherlands 


(52) UK CL (Edition V ): 
E1FFACFAC9 FLA 


(74) 


Agent and/or Address for Service: 

Haseltine Lake 8t Co 

Imperial House, 15-19 Kingsway, 


(56) Documents Cited: 




LONDON, WC2B 6UD, United Kingdom 


WO 2000/077431 A US 6017168 A 






US 5524937 A US 4473245 A 






(58) Field of Search: 






As for published application 2380215 A viz: 






UK CL (Edition V ) E1F 






INT CL 7 E21B 






Other Online: WPI, EPODOC, JAPIO 






updated as appropriate 







o 

I 

Q 

g: 

o 

o 




FIGURE 1 



2/26 




240 



3/26 




FIGURE 3 



4/26 




FIGURE 3a 



o 

7/26 

I 




I 

i 

I 

i 



FIGURES 



. 8/26 




f 



I 

FIGURE 7 



9/26 




FIGURE 8 



10/26 



11/26 




8 



CM 



S 



CM 

3 



UJ 

ID 

o 



CO 



i 



n 



12/26 




2 




FIGURE 10a 




FIGURE 10b 




FIGURE 10c 




FIGURE 10d 




FIGURE 10e 



19/26 




FIGURE 10f 




FIGURE 10g 




FIGURE 11* 



22/26 




FIGURE 11b 




FIGURE 11c 




FIGURE 11d 




FIGURE 119 



26/26 




FIGURE 11f 



( 



A TUBULAR LINER 



Background of the Invention 



5 This invention relates generally to a tubular 

liner, and in particular to a tubular liner for 
wellbore casings that are formed using expandable 
tubing. 

Conventionally, when a wellbore is created, a 
10 number of casings are installed in the borehole to 
prevent collapse of the borehole wall and to prevent 
undesired outflow of drilling fluid into the formation 
or inflow of fluid from the formation into the 
borehole. The borehole is drilled in intervals whereby 
15 a casing which is to be installed in a lower borehole 
interval is lowered through a previously installed 
casing of an upper borehole interval. As a consequence 
of this procedure the casing of the lower interval is 
of smaller diameter than the casing of the upper 
20 interval. Thus, the casings are in a nested 

arrangement with casing diameters decreasing in 
downward direction. Cement annuli are provided between 
the outer surfaces of the casings and the borehole wall 
to seal the casings from the borehole wall. As a 
25 consequence of this nested arrangement a relatively 
large borehole diameter is required at the upper part 
of the wellbore. Such a large borehole diameter 
involves increased costs due to heavy casing handling 
equipment, large drill bits and increased volumes of 
3 0 drilling fluid and drill cuttings. Moreover, increased 
drilling rig time is involved due to required cement 
pumping, cement hardening, required equipment changes 
due to large variations in hole diameters drilled in 
the course of the well, and the large volume of 
35 cuttings drilled and removed. 
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The present invention is directed to overcoming 
one or more of the limitations of the existing 
procedures for forming new sections of casing in a 
wellbore. 

5 Srr e f the Imifl^ 

According to one aspect of the present invention 
there is provided a tubular lining comprising: a first 
tubular portion having a first inside diameter; a 
second tubular portion having a second inside diameter, 
an intermediate tapered tubular portion for coupling 
the f lrB t and second tubular portions to each other- 
and one or more sealing members coupled to the exterior 
surface of at least one of the tubular portions; 
wherein the first inside diameter is greater than the 
second xnside diameter; and wherein at least one of the 
first and second tubular portions define one or more 
pressure relief passages. 

According to another aspect of the present 
invention, there is provided a tubular liner 
20 comprising: a first tubular portion having a first 
inside diameter; a second tubular portion coupled to 
the frrst tubular portion having a second inside 
diameter, and a third tubular portion coupled to the 
second tubular portion having a third inside diameter- 
2S where.n the first and third inside diameters are both 

zz\t: the second inoide dia — «- 

seaulT POrti ° n ™ » — -ernal 

sealing eiements; and wherein at ieast one of the first 
and third tubular members define one or more relief 
3 0 passages. " 
Brief D aflg ^ r „^ _ f rhe Drwir>fJ a 

Fig. 1 is a fragmentary cross -sectional view 
illustrating the drill Sr^ ~p 

borehole. 9 "* * SeC "° n ° f a «« 
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Pi9- 2 is a fragmentary cross-sectional view 
illustrating the placement of an embodiment of an 
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apparatus for creating a casing within the new section 
of the well borehole. 

Fig. 3 is a fragmentary cross-sectional view 
illustrating the injection of a first quantity of a 
hardenable fluidic sealing material into the new 
section of the well borehole. 

Fig. 3a is another fragmentary cross-sectional 
view illustrating the injection of a first quantity of 
a hardenable fluidic sealing material into the new 
section of the well borehole. 

Fig. 4 is a fragmentary cross -sectional view 
illustrating the injection of a second quantity of a 
hardenable fluidic sealing material into the new 
section of the well borehole. 

Fig. 5 is a fragmentary cross -sectional view 
illustrating the drilling out of a portion of the cured 
hardenable fluidic sealing material from the new 
section of the well borehole. 

Fig. 6 is a cross-sectional view of an embodiment 
of the overlapping joint between adjacent tubular 
members . 

Fig. 7 is a fragmentary cross-sectional view of 
apparatus for creating a casing within a well borehole. 

Fig. 8 is a fragmentary cross -sectional 
illustration of the placement of an expanded tubular 
member within another tubular member. 

Fig. 9 is a cross-sectional illustration of a 
preferred embodiment of an apparatus for forming a 
casing including a drillable mandrel and shoe. 

Fig. 9a is another cross-sectional illustration of 
the apparatus of Fig. 9. 

Fig. 9b is another cross-sectional illustration of 
the apparatus of Fig. 9. 

Fig. 9c is another cross-sectional illustration of 
35 the apparatus of Fig. 9. 
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FIG. 10a is a cross-sectional illustration of a wellbore including a pair of 
adjacent overlapping casings. 

FIG. 10b is a cross-sectional illustration of an apparatus and method for 
creating a tie-back liner using an expandible tubular member. 
5 FIG. 10c is a cross-sectional illustration of the pumping of a fluidic sealing 

material into the annular region between the tubular member and the existing 

casing. 

FIG. lOd is a cross-sectional illustration of the pressurizing of the interior of 
the tubular member below the mandrel. 

10 FIG. lOe is a cross-sectional illustration of the extrusion of the tubular 

member off of the mandrel. 

FIG. lOf is a cross-sectional illustration of the tie-back liner before drilling 
out the shoe and packer. 

FIG. lOg is a cross-sectional illustration of the completed tie-back liner 
1 5 created using an expandible tubular member. 

FIG. 1 la is a fragmentary cross-sectional view illustrating the drilling of a 
new section of a well borehole. 

FIG. 1 lb is a fragmentary cross-sectional view illustrating the placement of 

anembodimentofanapparatusforhangingatubularlinerwitrunthenewsection 
20 of the well borehole. 

FIG. 1 1 c is a fragmentary cross-sectional view illustrating the injection of a 
first quantity of a hardenable fluidic sealing material into the new section of the 
well borehole. 

FIG. I Id is a fragmentary cross-sectional view illustrating the introduction 
25 of a wiper dart into the new section of the well borehole. 

FIG. 1 le is a fragmentary cross-sectional view illustrating the injection of a 

secondquantityofahardenablefluidicsealingmaterialintothenewsectionofthe 
well borehole. 

FIG. 1 1 f is a fragmentary cross-sectional view illustrating the completion of 
30 the tubular liner. 



Detailed De»crlptlon of the Illustrative Embodiments 

An apparatus and method for forming a wellbore casing within a 
subterranean formation is provided. The apparatus a„ d melnod pem , jts a 
welibore casing to be formed in a sublenanean formation by piacing a tubular 
5 member and a mandrei in a new section of a welibore, aad men extruding the 

'"""■armemberoffofmemarKlrelbypressun^anin.eHorporaonofU.e tubular 
member. The apparatus a„ d method further permits accent tubular members 
m 0,e welibore to be )oined using an overiapping foint that prevents fluid and or 
gas passage. The apparatus and method further permits a new tubular member 
>0 to be supported by an existing tubular member by expanding the new tubular 
member into engagement with the existing tubular member. The apparatus and 
method further minimises the reduction in the hole size of the welibore casta 
necessitated by the addition of new sections of wellbore casing 

^^^^^odforformingaue-backlineruslnganexpandable 
15 tubularmemberisalsoprovided. The apparatus and method permits a tie-back 

hnertobe created byex.rudingau.bu.armemberoffofamandre.bypressurizing 
and interior portion „, „. lubular )n ^ ^ ^ ^ 

ptoduced. The apparatus and method furtherpermits adjacent tubuiar members 
m the weilbore to be Joined using an overtaking join, that prevents fluid and/o, 
gaspassage. The apparatus and method further petmits a new tubufer member 
to be supported by an existing tubuiar member by expanding me new tubular 
member into engagement with the existing tubular member 

^^"-andmeUtodforexpandingatubularmemberisalsoprovided 
^^^^^rne^r,*^,^^ |napreferred 

embodiment, the interior portions of the apparatus is composed of materia* that 

in thts manner, in the even, of a malfunction in a downnoie region, the apparatus 
may be easily removed. 

An apparatus and method for hanging an expandabie tubular liner in a 
welborcsalsoomvided. The apparatus and method permit a, ubular liner ,„ be 
attached to an existing section of casing. The apparatus and method further have 
application to the joining of lubular members in general. 



Referring initially to Kgs. 1-5, „ embodiment of an apparatus and method 
for forming a wellbore casing within a subterranean formation will „„ w be 
described. As illustrated in Kg. 1, a wellboxe 100 is positioned in a subterranean 
formation 105. The wellbore 100 indues an existing cased section 110 having. 
5 tubular casing 115 and an annular outer layer of cement 120. 

In order to extend the wellbore 100 into the subterranean formation 105 
a drill string 12 5 is used in a well known manner to drill out material f«m the' 
subterranean formation 105 to form a new section 130. 

As illustrated in Pig. 2, an apparatus 200 for forming a weUbore casing in 
10 .« ^rraneanforn^aonisthenposiHonedinthenewsection 130 of the wellbore 
100. ^«^atus200preferablymclude.anexnand^lernandrelo,pig205 a 
tabular member 2X0. a shoe 215, a lower cup seal 220. an upper cup sea, 225 a 
flu,dpas^230,a fl uid 1 ^ 2 a S ,aflu M 
member 250. 

16 ■ ^•^ bten -*el205is "upled to and supported by the support 
members, ^e,^^^^^^^^^ 

expand m a radial direction. The expandable mandrel 206 may comprise any 
nunu^ofconventionalcornmercialh,availableexpandab^ 

20 ZT\T teMhing8 of °* preMot dMoa ™- * « «— «- 

25 h ,K , ^^ MmW210famp ^^^^dablema„drel205. The 
25 fchuhu ^member 2 10 is expanded in the radial direction and extruded otTof the 
ex^dabe mandrel 205. The tubular member 210 may be fabricated from any 
number of conventional commercially avauabl. materia* such as. for example 
Odfleld Country Tubuiar Goods (OCT*,. X3 chromium stee, leasing or' 

ando U « er a 1 ame te r S of te mb^m OT ber2 1 0n My ™ Ee .forex a mple. fr „ m • 
approximately U05 „ , 19 .38 cms (0.75 to 47 inches) and 2.667 *, .21.92 cms 
(1 .05 lo 48 niches), respectively. In a preferred 



embodiment, the inner and outer diameters of the tubularmember 2 1 0 range from 
about 3 to 15.5 inches and 3.5 to 16 inches, respectively in order to optimally 
provide minimal telescoping effect in the most commonly drilled wellbore sizes. 
The tubular member 210 preferably comprises a solid member. 
5 In a preferred embodiment, the end portion 260 of the tubular member 2 1 0 

is slotted, perforated, or otherwise modified to catch or slow down the mandrel 
205 when it completes the extrusion of tubular member 210. In a preferred 
embodiment, the length of the tubular member 210 is limited to minimize the 
possibility of buckling. For typical tubular member 21 0 materials, the length of the 
1 0 tubular member 2 1 0 is preferably limited to between about 1 2. 1 92 to 6,096m (40 
to 20,000 feet) in length. 

The shoe 215 is coupled to the expandable mandrel 205 and the tubular 
member 210. The shoe 215 includes fluid passage 240. The shoe 215 may 
comprise any number of conventional commercially available shoes such as, for 
1 5 example, Super Seal II float shoe, Super Seal II Down-Jet float shoe or a guide shoe 
with a sealing sleeve for a latch down plug modified in accordance with the 
teachings of the present disclosure. In a preferred embodiment, the shoe 215 
comprises an aluminum down-jet guide shoe with a sealing sleeve for a latch- 
down plug available from Halliburton Energy Services in Dallas, TX, modified in 
20 accordance with the teachings of the present disclosure, in order to optimally 
guide the tubularmember210in the wellbore, optimally provide an adequate seal 
between the interior and exterior diameters of the overlapping joint between the 
tubular members, and to optimally allow the complete drill out of the shoe and 
plug after the completion of the cementing and expansion operations. 
25 In a preferred embodiment, the shoe 2 1 5 includes one or more through and 

side outlet ports in fluidic communication with the fluid passage 240. In this 
manner, the shoe 2 1 5 optimally injects hardenable fluidic sealing material into the 
region outside the shoe 215 and tubular member 2 10. In a preferred embodiment, 
the shoe 215 includes the fluid passage 240 having an inlet geometry that can 
30 receive a dart and/or a ball sealing member. In this manner, the fluid passage 240 
can be optimally sealed off by introducing a plug, dart and/or ball sealing elements 
into the fluid passage 230. 
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( The lower cup seal 220 is coupled to and supported by'the'support member 
250 . The lower cup seal 220 prevents foreign materials from entering the interior 
region of the tubular member 210 adjacent to the expandable mandrel 205. The 
lower cup seal 220 may comprise any number of conventional commercially 
5 available cup seals such as, for example, TP cups, or Selective Injection Packer 
(SIP) cups modified in accordance with the teachings of the present disclosure. In 
a preferred embodiment, the lower cup seal 220 comprises a SIP cup seal, available 
fromHalliburton Energy Services in Dallas, TX in order to optimaJly block foreign 
material and contain a body of lubricant. 
10 The upper cup seal 225 is coupled to and supported by the support member 

250. The upper cupseal225 prevents foreign materials from entering the interior 
region of tie tubular member 210. The upper cup seal 225 may comprise any 
number of conventional commercially available cup seals such as, for example TP 
cups or SIP cups modified in accordance with tie teachings of the present 
15 disclosure. In a preferred embodiment, the upper cup seal 225 comprises a SIP 
eup.availablefromHalH^^ 

block the entry of foreign materials and contain a body of lubricant. 

The fluid passage 230 permits fluidic materials to be transported to and 
from the interior region of the tubular member 210 below the expandable mandrel 
20 205. The fluid passage 230 is coupled to and positioned within the support 
member 250 and the expandable mandrel 205. The fluid passage 230 preferably 
extends from a position adjacent to the surface to the bottom of the expandable 

mandrel 205. Tbe fluid passage 230 is prefer^ly positioned along a cente^ 
the apparatus 200. 

25 

™ £ ^ paSSagC 230 is P" 5 ^ ^cted, ^ the casing running mode of operation, to 
transport materials such as drilling mud or formation fluids at flow rates and pressures ranging 
from about 0 to 1 1356.2355 litres/minute (0 to 3,000 gallons/minute) and 0 to 620.52813 bar (0 
to 9.000 PS1 ) in order to minimize drag on the tubular member being run and to minimize surge 
pressures exerted on the wellbore which could cause a loss of wellbore fluids and lead to hole 
^ collapse. 

The fluid passage 235 permit, fluidic material, to be released from the fluid 
passage 230. In this manner, during placement of the apparatus 200 within the 
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( ,ew section 130 of the wellbore 100, fluidic materials 265 "forced up the fluid 
passage 230 can be released into the welfbore 100 above the tubular member 210 
~ therebyinmiiiiizmgsurgepressuresonthe weUbore section 130. The fluid passage 
236 is coupled to and positioned within the support member 250. The fluid 
5 passage is farther fluididy coupled to the fluid passage 230. 

The fluid passage 235 preferably includes a control valve for controllably 
opening and closing the fluid passage 235 . In a preferred embodiment, the control 
valve is pressure activated in order to controllably minimize surge pressures. The 
fluid paS sage235 is preferably positioned substantially orthogonal to the centerline 
10 of the apparatus 200. 

The fluid passage 235 is preferably selected to convey fluidic materials at flow 
rates and pressures ranging from about 0 to 11356.2355 litres/minute (0 to 3,000 
gaUons/rninute) and 0 to 620.528 1 3 bar (0 to 9,000 psi) in order to reduce the drag on the 
apparatus 200 during insertion into the new section 130 of the wellbore 100 and to 
25 minimiz e surge pressures on the new wellbore section 130. 

The fluid passage 240 permits fluidic materials to be transported to and 
from the region exterior to the tubular member 210 and shoe 215. The fluid 
passage 240 is coupled to and positioned within the shoe 215 in fluidic 
communication with the interior region of the tubular member 210 below the 
20 expandable mandrel 205. The fluid passage 240 preferably has a cross-sectional 
shape that permits a plug, or other similar device, to be placed in fluid passage 240 
to thereby block further passage of fluidic materials. In this manner, the interior 
region of the tubular member 210 below the expandable mandrel 205 can be 
flmdicly isolated from the region exterior to the tubular member 210. Thispennits 
25 *e*terior reg ionofthetubul^^ 

to be pressurized. The fluid passage 240 is preferably positioned substantially 
along the centerline of the apparatus 200. 

The fluid passage 240 is preferably selected to convey materials such as 
cement, drilling mud or epoxies at flow rates and pressures ranging from about 0 to 
30 1 1 356.2355 hWminute (0 to 3,000 gaWminute) and 0 to 620.52813 bar (0 to 9 000 

PS1) m ° rder t0 oP^y 511 annular region between the tubular member 2 1 0 ana the 

^ new section 130 of the wellbore 100 with fluidic materials. In a preferred embodiment, 
the fluid passage 240 



< includes an inlet geometry that can receive a dart and/or a* ball sealing member 
In this manner, the fluid passage 240 can be sealed off by introducing a plug, dart 
and/or ball sealing elements into the fluid passage 230. 

The seals 245 are coupled to and supported by an end portion 260 of the 
5 tubularmember210. The seals 245 are further positioned on an outer surface 265 
of the end portion 260 of the tubular member 210. The seals 245 permit the 
overlapping joint between the end portion 270 of the casing 115 and the portion 
260 of the tubular member 210 to be fluidicly sealed. The seals 245 may comprise 
any number of conventional commercially available seals such as, for example 
10 lead, rubber, Teflon™, or epoxy seals modified in accordance with the teachings of 
Represent disclosure. In a preferred embodiment, theseals 245 are molded from 
Strataloci epoxy available from Halliburton Energy Services in Dallas, TX in order 
to optimally provide a load bearing interference fit between the end 260 of the 
tubular member 210 and the end 270 of the existing casing 115. 
15 In a preferred embodiment, the seals 245 are selected to optimally provide 

a sufficient frictional force to support the expanded tubular member 210 from the 
eating casing 115. In a preferred embodiment, the frictional force optimally 
provded by the seals 245 ranges from about 68.94757 to 68,947.57 bar (1 000 to 
1.000,000 Ibf) in order to optimally support the expanded tubular member 210. 

20 ^ era PP o rtmember250iscoupledtotheexpandablemandrel205,tubula^ 
member 210, shoe 215, and seals 220 and 225. The support member 250 
preferably comprises an annular member having sufficient strength to carry the 
apparatus 200 into the new section 130 of the wellbore 100. In a preferred 
emb °^ent,^ 
25 centralizes (not illustrated) to help stabilize the apparatus 200. 

In a preferred embodiment, a quantity of lubricant 275 is provided in the 
annular region above the expandable mandrel 205 within the interior of the 
tubular member210. In tbisn^er, the extrusion ofthe tubular member 210 off 
oftheexpandablemandre^OSisfacilitated. The lubricant 275 may comprise any 
number of conventional commercial* available lubricants such as, for example, 
Lubnplate™, chlorine based lubricants, oil based lubricants or Climax 1 500 Antisieze 
(3100). In a preferred embodiment, the lubricant 275 comprises Climax 1500 
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( jitisieze (3100) available from Climax Lubricants and Equipment Co. in Houston, 
TX in order to optimally provide optimum lubrication to faciliate the expansion 
process. 

In a preferred embodiment, the support member 250 is thoroughly cleaned 
5 prior to assembly to the remaining portions of the apparatus 200. In this manner, 
the introduction of foreign material into the apparatus 200 is minimized. This 
minimizes the possibility of foreign material clogging the various flow passages and 
valves of the apparatus 200. 

In a preferred embodiment, before or after positioning the apparatus 200 
10 within the new section 130 of the wellbore 100, a couple of wellbore volumes are 
circulated in order to ensure that no foreign materials are located within the 
wellbore 100 that might clog up the various flow passages and valves of the 
apparatus 200 and to ensure that no foreign material interferes with the expansion 
process. 

15 As illustrated in Fig. 3, the fluid passage 235 is then closed and a hardenable 

fluidic sealing material 305 is then pumped from a surface location into the fluid 
passage 230. The material 305 then passes from the fluid passage 230 into the 
interior region 310 of the tubular member 210 below the expandable mandrel 205. 
The material 305 then passes from the interior region 310 into the fluid passage 

20 240. The material 305 then exits the apparatus 200 and fills the annular 

315 between the exterior of the tubular member 210 and the interior wall of the 
new section 130 of the wellbore 100. Continued pumping of the material 305 
causes the material 305 to fill up at least a portion of the annular region 315. 
The material 305 is preferably pumped into the annular region 3 1 5 at pressures 

25 and flow rates ranging, for example, from about 0 to 344.73785 bar (0 to 5000 psi) and 0 
to 5,678.1 177 litres/minute (0 to 1,500 gallons/min), respectively. The optimum flow 
rate and operating pressures vary as a function of the casing and wellbore sizes, wellbore 
section length, available pumping equipment, and fluid properties of the fluidic material 
being pumped. The optimum flow rate and operating pressure are preferably determined 
using conventional empirical methods. 

30 The hardenable fluidic sealing material 305 may comprise any number of 

conventional commercially available hardenable fluidic sealing materials such as, 



for example, slag mix, cement or epoxy. In a preferred embodiment, the 
hardenable fluidic sealing material 305 comprises a blended cement prepared 
specifically for the particular well section being drilled from Halliburton Energy 
Services in Dallas, TX in order to provide optimal support for tubular member 2 1 0 
5 while also maintaining optimum flow characteristics so as to minimize difficulties 
during the displacement of cement in the annular region 3 1 5. The optimum blend 
of the blended cement is preferably determined using conventional empirical 
methods. 

The annular region 3 1 5 preferably is filled with the material 305 in sufficient 
10 quantities to ensure that, upon radial expansion of the tubular member 210, the 
annular region 315 of the new section 130 of the wellbore 100 will be filled with 
material 305. 

In a particularly preferred embodiment, as illustrated in Fig. 3a, the wall 
thickness and/or the outer diameter of the tubular member 2 1 0 is reduced in the 
1 5 region adjacent to the mandrel 205 in order optimally permit placement of the 
apparatus 200 in positions in the wellbore with fight clearances. Furthermore, in 
this manner, the initiation of the radial expansion of the tubular member 210 
during the extrusion process is optimally facilitated. 

As illustrated in Fig. 4, once the annular region 315 has been adequately 
20 filled with material 305, a plug 405, or other similar device, is introduced into the 
fluid passage 240 thereby fluidicly isolating the interior region 31 0 from the annular 
region 315. In a preferred embodiment, a non-hardenable fluidic material 306 is 
then pumped into the interior region 310 causing the interior region to pressurize. 
In this manner, the interior of the expanded tubular member 210 will not contain 
25 significant amounts of cured material 305. This reduces and simplifies the cost of 
the entire process. Alternatively, the material 305 may be used during this phase 
of the process. 

Once the interior region 310 becomes sufficiently pressurized, the tubular 
member 210 is extruded off of the expandable mandrel 205. During the extrusion 
30 process, the expandable mandrel 205 may be raised out of the expanded portion 
of the tubular member 210. In a preferred embodiment, during the extrusion 
process, the mandrel 205 is raised at approximately the same rate as the tubular 



( member 210 is expanded in order to keep the tubular member' 210 stationary 
relative to the new wellbore section i30. in an alternative preferred embodiment 
theextnisionprocessis^^ 

the bottom of the new wellbore section 130, keeping the mandrel 205 stationary 
5 and allowing the tubular member 210 to extrude off of the mandrel 205 and fall' 
down the new wellbore section 130 under the force of gravity. 

The plug405 is preferably placed into the fluid passage 240 by introducing 
the plug 405 into the fluid passage 230 at a surface location in a conventional 
manner. The plug 405 preferably acte to fluidicly isolate the hardenable fluidic 
10 sealing material 305 from the non hardenable fluidic material 306. 

The plug 405 may comprise any number of conventional commercially 
avauabledevic^mp^ 

Cementer (MSG) latch-down plug, Omega lateh-down plug or thr^e-wiper latch- 
^P^-od^edmacc*^ 

15 spurred -bocument, the plug 405 comprises a MSG latch-down plug avau^^^ 
from Halliburton Energy Services in Dallas, TX. 

~ ^ C 306 - Preferably pump ed i.xto the interior region 3 10 at pre^es 

Pl» g 405 fa Md passa8e 240 fc * CTbod ™ a «. -hr placemen, of the 

34.473 * 62 „. 528I 3 bar ( S00 * 9 ,0OO psi) ^Z^^ZT' 

to a preferred embodiment, the apparatus 200 is adapted to minimize 
tensae, burst, and friction effects upon the tubular member 210 during the 
expansion process. Jnese effects wUl be depend upon the geometry of the 
expansion mandre.205, the materia, composition of the tubular member 2!0 and 
m ' ** *— - member 210, the waU 

_ofthetubularmember2 1 0.Inge»eral,thethid K rthe^t M c lm ess,thesnudler 
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he inner diameter, and the greater theyield strength of the 'tubuiar member 210 
then the greater the operating pressures 'required to estrude the tabular member' 

210 off of the mandrel 205. 

For typical tubular members 210, the extrusion of the tubular member 210 
5 off of the expandable mandrel will begin when the pressure of the interior region 
3 1 0 reaches, for example, approximately 34.472 to 620.528 bar (500 to 9,000 psi). 

During the extrusion process, the expandable mandrel 205 may be raised 
out of the expanded portion of the tubular member 210 at rates ranging for 
example^maboutOtoSfl^^ 
10 process, the expandable mandrel 205 is raised out of the expanded portion of the 
tubular member 210 at rates ranging from about 0 to 0.6096 m/s (0 to 2 ft/sec) in order to 
nuomuze the time required for the expansion process while also permitting easy control 
of the expansion process. 

^theendpo rti on 26 0ofthe ta bularmember210i S extn,dedoffofthe 
15 expandable mandrel 205, the outer surface 266 of the end portion 260 of the 
tabuUr member 210 vrfll preferably contact the interior surface 4!0 of the end 

portion270of U «cas^n5toforman fl uidtightoverlapp^int.TheconUct 
P"*ur« of the capping join, may range, for ^ ^^^^ }MJm ^ 

U78.9514 oar (50 «, 20.000 psi). „ . preferred embodiment, ^ contact pressure of »» 
20 overlsppmg joint ranges Son, approximately 27.579028 to 689.4757 bar (400 to 10,000 psi) in 
order to provide optimum pressure to act™*, tie amtubu- seeing members 245 mi optimally 
provde resisance to axial motion to accommodate typical tensile and compressive loads 



H^or '^ofthee^andedtubu,arm^210preferab, yprcvMe s agMeott s 

^^^^^^^-.^sealingmemb^b 
optunail, prov.de a fluidic and gaseous seal in the overlapping joint 

h^b eflmdicr^^a^^^ Wdovmwhenthe 
mandre, 205 reaches the end portion 260 of the tubular member 2l7 I„ this 
manner, the sudden release of pressure caused b y the complete extrusion of the 
tubutar member 2!0 off of the expandable mandrel 205 can b. minimized In 
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preferred embodiment, the operating pressure is reduced in a substantially linear 
fashionfrom 100% to about 10% during&e end ofthe extrusion process beginning 
when the mandrel 205 is within about 1 .524 m ( 5 feet) from completion ofthe extrusion ' 
process. 

5 ^ te ^ tiwI y.ormcombination > ashockabsorberisprovided 
member 250 in order to absorb the shock^uQ^sudden release of pressure. 
The shock absorber may comprise, for example, any conventional commercially 
available shock absorber adapted for use in wellbore operations. 

Alternatively, or in combination, a mandrel catching structure is provided 
10 in the end portion 260 of the tubular member 210 in order to catch or at least 
decelerate the mandrel 205. 

Once the extrusion process is completed, the expandable mandrel 205 is 
removed from the wellbore 100. In apraferred embodiment, either before or after 
the removal ofthe expandable mandrel 205, the integrity ofthe fluidic seal ofthe 
15 overlappingjoint between the upper portion 260 ofthe tubular member 210 and 
the lower portion 270 of tie casing 115 is tested using conventional methods. 

If the fluidic seal ofthe overlappingjoint between the upper portion 260 of 
thetubularmember210a*dthelower^^^ 
thenanyunou^portionofthema^ 
20 2l 0*then re movedmaconventiond 

uncured material out ofthe interior ofthe expanded tubular member 210 The 
mandrel 205 is then pulled out ofthe wellbore section 130 and a drill bit or null is 
used m combination with a conventional drilling assembly 505 to drill out any 

^^n* te rial305witbin^ 
25 the annular region 315 is then allowed to cure. 

A3 illustrated in Fig. 5, preferably any remaining cured material 305 within 
the mterior of the expanded tubular member 210 is then removed in a 
conventional manner using a conventional drill string 505. The resulting new 
section of casing 510 includes the expanded tubular member 210 and an outer 
annularlayer515ofcuredmaterial305. The bottom portion ofthe apparatus 200 
comprising the shoe 215 and dart 405 may then be removed by drilling out the 
- ^ 215 dart 405 using conventional drilling methods. 



\6 



f • • V 

In a preferred embodiment, as illustrated in Fig. 6, the upper portion 260 of 
the tubular member 210 includes one or more sealing members 605 and one or 
more pressure relief holes 610. In this manner, the overlapping joint between the 
lower portion 270 of the casing 115 and the upper portion 260 of the tubular 
5 member 210 is pressure-tight and the pressure on the interior and exterior surfaces 
of the tubular member 210 is equalized during the extrusion process. 

In a preferred embodiment, the sealing members 605 are seated within 
recesses 615 formed in the outer surface 265 of the upper portion 260 of the tubular 
member210.InanaltemaUvepreferredembodiment, the sealing members 605are 
1 0 bonded or molded onto the outer surface 265 of the upper portion 260 of the tubular 
member210. The pressure relief holes 610 are preferably positioned in the last few 
feet of the tubular member 210. The pressure relief holes reduce the operating 
pressures required to expand the upper portion 260 of the tubular member 210. 
This reduction in required operating pressure in turn reduces the velocity of the 
15 mandrel 205 upon the completion of the extrusion process. This reduction in 
velocity in turn minimizes the mechanical shock to the entire apparatus 200 upon 
the completion of the extrusion process. 

Referring now to Fig . 7, apparatus 700 for forming a casing within a wellbore 
preferably includes an expandable mandrel or pig 705, an expandable mandrel or 
20 pig container 71 0, a tubular member 71 5, a float shoe 720, a lower cup seal 725, an 
upper cup seal 730, a fluid passage 735, a fluid passage 740, a support member 745 
a body of lubricant 750, an overshot connection 755, another support member 760, 
and a stabilizer 765. 

The expandable mandrel 705 is coupled to and supported by the support 
25 member 745. The expandable mandrel 705 is further coupled to the expandable 
mandrel container 710. The expandable mandrel 705 is preferably adapted to 
controllably expand in a radial direction. The expandable mandrel 705 may 
comprise any number of conventional commercially available expandable 
mandrels modified in accordance with the teachings of the present disclosure. The 
30 expandable mandrel 705 preferably comprises a hydraulic expansion tool 
substantially as disclosed in U.S. Pat. No. 5,348,095, the contents of 



which are incorporated herein by reference, modified in accordance with the 
teachings of the present disclosure. 

The expandable mandrel container 710 is coupled to and supported by the 
su P portmember745. The expandable mandrel container 710 is further coupled to 
5 the expandable mandrel 705. The expandable mandrel container 710 may be 
constructed from any number of conventional commercially available materials 
such as, for example, Oilfield Country Tubular Goods, stainless steel, titanium or 

Wghstrer«msteeb.Theexpandablemandrelcontainer710maybef^ 
materialr*vir«ag re aterst^^ 

10 7I5isfabricated. In this manner, the container 71 Ocanbe fabricated from a tubular 
material having a thinner wall thickness than the tubular member 2 10. This permits 
the container 71 0 to pass through tight clearances thereby facilitating its placement 
within the wellbore. 

Once the expansion process begins, and the thicker, lower strength material 
15 of the tubular member 715 is expanded, the outside diameter of the tubular 
member 71 5 is greater than the outside diameter of the container 710. 

The tubular member 715 is coupled to and supported by the expandable 
mandrel 705. The tubular member 715 is preferably expanded in the radial 
Arectionandextrudedoffofthee^^ 
20 above with reference to Figs. 1-6. The tubularmember 715 maybe fabricated from 
any number of materials such as, for example, Oilfield Country Tubular Goods 
(OCTG), automotive grade steel or plastics. The tubular member 715 may be 
fabricated from OCTG. 

Thetubularmember715prefe^^ 

25 The tubular member 715 more preferably has a substantially circular annular cross- 
section. 

The .ubular member 715 preferably include* an upper section 805, an 
intermediate seciion 810, and a lower section 815. The upper seciion 805 of (he 
tabular member 715 preferably is defined by the region beginning in Ihe vicinity of 
30 .he mandrel conlainer 710 and ending wiih U>e .op seciion 820 of me .ubular 

member715.Thein.ermedia.esecUon8IOofu 1 e.ubularmember715is preferably 
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defined by the region beginning in the vicinity of the top of the mandrel container 
7 1 0 and ending with the region in the vicinity of the mandrel 705. The lower section 
of the tubular member 715 is preferably defined by the region beginning in the 
vicinity of the mandrel 705 and ending at the bottom 825 of the tubular member 7 15. 
5 The wall thickness of the upper section 805 of the tubular member 715 is 
greater than the wall thicknesses of the intermediate and lower sections 810 and 
815 of the tubular member 715 in order to optimally faciliate the initiation of the 
extrusion process and optimally peimit the apparatus 700 to be positioned in 
locations in the wellbore having tight clearances. 
1 0 The outer diameter and wall thickness of the upper section 805 of the tubular 
member 715 may range, for example, from about 2.667 to 121.92 cms (1.05 to 48 
inches) and 0.31 75 to 5.08 cms (1/8 to 2 inches), respectively. The outer diameter 
and wall thickness of the upper section 805 of the tubular member 715 may range 
from about 8.89 to 40.64 cms (3.5 to 16 inches) and 0.375 to 3.81 cms (3/8 to 1.5 
15 inches), respectively. 

The outer diameter and wall thickness of the intermediate section 8 1 0 of the 
tubular member 7 1 5 may range, for example, from about 6.35 to 1 27 cms (2.5 to 50 
inches) and 0.15875 to 3.81 cms (1/16 to 1.5 inches), respectively. The outer 
diameter and wall thickness of the intermediate section 810 of the tubular member 
20 7 1 5 may range from about 8.89 to 48.26 cms (3.5 to 1 9 inches) and 0.3 1 75 to 3. 1 75 
cms (1/8 to 1.25 inches), respectively. 

The outer diameter and wall thickness of the lower section 815 of the tubular 
member 715 may range, for example, from about 6.35 to 127 cms (2.5 to 50 inches) and 
0.15875 to 3.175 cms (1/16 to 1.25 inches), respectively. The outer diameter and wall 
25 thickness of the lower section 810 of the tubular member 715 may range from about 3.5 to 
19 inches and 1/8 to 1 .25 inches, respectively. The wall thickness of the lower section 81 5 
of the tubular member 7 1 5 may be further increased to increase the strength of the shoe 
720 when drillable materials such as, for example, aluminum are used. 

The tubular member 7 1 5 preferably comprises a solid tubular member. The 
30 end portion 820 of the tubular member 7 1 5 maybe slotted, perforated, or otherwise 
modified to catch or slow down the mandrel 705 when it completes the extrusion 
of tubular member 715. The length of the tubular member 715 may be limited 
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to minimize the possibility of buckling. For typical tubular member 71 5 materials, 
the length of the tubular member 7 1 5 is preferably limited to between about 1 2. 1 92 
to 6,096 cms (40 to 20,000 feet) in length. 

The shoe 720 is coupled to the expandable mandrel 705 and the tubular member 
5 715. The shoe 720 includes the fluid passage 740. The shoe 720 may further include an 
inlet passage 830, and one or more jet ports 835. The cross-sectional shape of the inlet 
passage 830 is preferably adapted to receive a latch-down dart, or other similar elements, 
for blocking the inlet passage 830. The interior of the shoe 720 preferably includes a body 
of solid material 840 for increasing the strength of the shoe 720. The body of solid material 
10 840 may comprise aluminum. 

The shoe 720 may comprise any number of conventional commercially 
available shoes such as, for example, Super Seal II Down-Jet float shoe, or guide 
shoe with a sealing sleeve for a latch down plug modified in accordance with the 
teachings of the present disclosure. The shoe 720 preferably comprises an 
1 5 aluminum down-jet guide shoe with a sealing sleeve for a latch-down plug available 
from Halliburton Energy Services in Dallas, TX, modified in accordance with the 
teachings of the present disclosure, in order to optimize guiding the tubular 
member 715 in the wellbore, optimize the seal between the tubular member 715 
and an existing wellbore casing, and to optimally faciliate the removal of the shoe 
20 720 by drilling it out after completion of the extrusion process. 

The lower cup seal 725 is coupled to and supported by the support member 
745. The lower cup seal 725 prevents foreign materials from entering the interior 
region of the tubular member 715 above the expandable mandrel 705. The lower 
cup seal 725 may comprise any number of conventional commercially available cup 
25 seals such as, for example, TP cups or Selective Injection Packer (SIP) cups 
modified in accordance with the teachings of the present disclosure. The lower 
cup seal 725 may comprise a SIP cup, available from Halliburton Energy Services 
in Dallas, TX in order to optimally provide a debris barrier and hold a body of 
lubricant. 

30 The upper cup seal 730 is coupled to and supported by the support member 
760. The upper cup seal 730 prevents foreign materials from entering the interior 
region of the tubular member 715. The upper cup seal 730 may comprise any 



cups or Se.ec.ive Injection Packer (SIP) cup modified in accordance with 'the 
teachings of the present disclosure. The upper cup sea. 730 may comprise a SIP 
cup avai.ab.e from Halliburton Energy Services in DaHas. TX in order to optimal* 
5 provide a debris barrierand contain a body of lubricant. 

^^^agerssperrnitsfluldicmaterialstobeu^ponedtoandfrom 
U* .tenor region of the tubular member 7,5be,ow the expandable mandrel 70S 
Thefhadr^sa^SSisnuidic.y^ 

.s preferably coupled to and positioned within the support member 760, the 

Ttenud P a S sa g e73 5 p re ferabry e x.ends f ™mapositionad ) acen l ,„ ttl esurface,o 
«- bottom of the expandabte mandre, 705. The fluid passage 735 is preferably 
posted along a centeriine of the apparatus 700. The fluid passage 735 is 
preferabryse.ec.ed to transport materials such as cement, drilling mud or epoxles 

rlT 3 r 2 S T PreSSUreSranSin8frOmab0Ut ,5, - 4,64 '° ' ««»"«**«. 
WOtoSOOOgaUons/minut^and 34.473 .o620. 5 28.3bar(500,o9.<X>0 P s.)i„„rder 
to prov.de sufficient operaflng pressures ,„ extrude the hrbufar member 7. 5 of, „, 
the expandable mandrel 705. 

As described above with reference to Fig, ,-6, durmg placemem of ^ 
» apparatus 700 within a new section of a we lb o re . fluidic materials forced up the 

nutdpassageTSScanbereteasedimofteweUboreabove^hrbu^membe,,^ 
The apparatus 700 further inCudes a pressure re.ease passage ma, <s coup.ed to 
and phoned within the support member 260. The pressure release passage Is 
.urther flutdtclycoupied to the fluid passage 735. The pressure release passage 
25 preferaMy mcludes a control vafce for control opening and dosing the fluid 
Passage. The contro, vafce may be pressure activated in order to controBabry 

TZZ T r sures ' The pressure release is P « »"«— 

substantafly orihogona. to me centeriine of me apparatus 700. The pressure 
release^^^^^ ^ 

30 mud or epox.es a, flow rates and pressures ranging from about 0 to ,892 7059 
hires/minute (0 to 500 gallons/minute) and 0 to 68.94757 bar (0 to 1 000 
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ps.) in order to reduce the drag on the apparatus 700 during insertion into a new 

secUonofaweDb^andtornini^esurgepressureson.henewwe.iboresec.ion 
The fluid pa SMg5 740 p^ fluidic „ ^ ^ ^ • 

reg-oneaeHortothetubufcrmeraberm. The fluid passage 740 is prefer^ couptedlo 
^ m e m ber7 I 5 b e lowlh eexpa„^ lem70 , e?4o 8 
in.e, 8 30„,a KMd p Bs ^ Wto ^ bl ^^ rpas ^ eof(iu|(ijc 

10 ^^^<*'^'Md tely lso 1 a,edMMnU K re^ 0 „ ex , e rt ortolhe ^ member715 
^^.n.edo,^^.^^^^^^^ 

205 l obe P res S u« 2 ed. The fluid passage 740 is preferabiy positioned 
substantafly aiong the centeriine of the apparatus 700. The fluid passage 740 is 

Isnowratesandpressuresrang^fron.aboutOto.lSse.assSli^rninu.eCOtoaoOO 
gaiions/minute) and 0 to 620.528.3 bar (0 to 9,000 psi) in order ,o optima^ fU, an 
^^^^^^^^^^ 

wth flu,d,c materia,, The fluid passage 740 may inciude an inie, passage 830 
^ageomeuyuratcanreceiveadartand/orabaflseali™, member. 

ZT r f* ^ ^ ^ be "* d ^ * "™* « •*» - -for 
ball sealing elements into the fluid passage 230. 

Theappa ra ,us700mayfu rt herincludeoneormoreseaU845c O u P ledto an d 
supported by the end ponion 820 of the tubular member 7.5. The seais 845 are 

ft ^e»nedonanou,ersur f ace„fmeendpomon820of a ,e,ubu b rmember 
715. The seals 845 permit the overlapping join, between an end portion of 

pree ffl sungcas^and.heend |w rflon820ofthe.ubu to member7.5.obefluidi* 
seated The seaU 845 may comprise any number of convention, commerclafly 

ava.labtesea.ssuchas.forexamp.e.tead.rubber.Tefton-.orepoxysea.mod^ 
m accordance with the teachings of the present disdosure. The seab 845 may 
30 compnse seais molded from StrataUc* epoxyavaflabie from Haflfcurton Energy 
Services in DaBas, Tx in order to optimally provide a hydrau.ic sea, and a toad 
bearing 
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interference fit in the overlapping joint between the tubular member 715 and an 
existing casing with optimal load bearing capacity to support the tubular member 
715. 

The seals 845 may be selected to provide a sufficient factional force to 
5 support the expanded tubular member 7 1 5 from the existing casing. The frictional 
force provided by the seals 845 may range from about 68.94757 to 68,947.57 bar 
0 ,000 to 1 ,000,000 lbf) in order to optimally support the expanded tubular member 
715. 

The support member 745 is preferably coupled to the expandable mandrel 
10 705 and the overshot connection 755. The support member 745 preferably 
comprises an annular member having sufficient strength to cany the apparatus 700 
into a new section of a wellbore. The support member 745 may comprise any 
number of conventional commercially available support members such as, for 
example, steel drill pipe, coiled tubing or other high strength tubular modified in 
1 5 accordance with the teachings of the present disclosure. The support member 745 
may comprise conventional drill pipe available from various steel mills in the United 
States. 

A body of lubricant 750 may be provided in the annular region above the 
expandable mandrel container 710 within the interior of the tubular member 715. 

20 In this manner, the extrusion of the tubular member 715 off of the expandable 
mandrel 705 is facilitated. The lubricant 705 may comprise any number of 
conventional commercially available lubricants such as, for example, Lubriplate, 
chlorine based lubricants, oil based lubricants, or Climax 1 500 Antisieze (3100). The 
lubricant 750 preferably comprises Climax 1500 Antisieze (3100) available from 

25 Halliburton Energy Services in Houston, TX in order to optimally provide lubrication 
to faciliate the extrusion process. 

The overshot connection 755 is coupled to the support member 745 and the 
support member 760. The overshot connection 755 preferably permits the support 
member 745 to be removably coupled to the support member 760. The overshot 

30 connection 755 may comprise any number of conventional commercially available 
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overshot connections suchas, for example, Innerstring Sealing Adapter, Innerstring 
Flat-Face Sealing Adapter or EZ Drill Setting Tool Stinger. The overshot connection 
755 may comprise a Innerstring Adapter with an Upper Guide available from 
Halliburton Energy Services in Dallas, TX 
5 The support member 760 is preferably coupled to the overshot connection 

755 and a surface support structure (not illustrated). The support member 760 
preferably comprises an annular member having sufficient strength to carry the 
apparatus 700 into a new section of a wellbore. The support member 760 may 
comprise any number of conventional commercially available support members 
10 such as, for example, steel drill pipe, coiled tubing or other high strength tubulars 
modified in accordance with the teachings of the present disclosure. The support 

member760rnaycompriseaconventionaldrillpipeavailablefromsteelmiUsinthe 
United States. 

The stabilizer 765 is preferably coupled to the support member 760. The 
15 stabilizer 765 also preferably stabilizes the components of the apparatus 700within 
the tubular member 715. The stabilizer 765 preferably comprises a spherical 
memberhaving an outside diameterthat is about 80 to 99% of the interior diameter 
of the tubular member 71 5 in order to optimally minimize buckling of the tubular 
member 715. The stabilizer 765 may comprise any number of conventional 
20 commerciallyavaiIablestabilizerssuchas,forexample,EZDrillStarGuides packer 
shoes or drag blocks modified in accordance with the teachings of the present 

disclosure. Thestabilizer765maycompriseasealingadapterup P erguideavailable 
from Halliburton Energy Services in Dallas, TX. 

The support members 745 and 760 may be thoroughly cleaned prior to 
25 assembly to the remaining portions of the apparatus 700. In this manner the 
mtroduction of foreign material into the apparatus 700 is minimized. This 

n^nimizesthepossibilityofforeignmaterialclogging the various flow passages and 
valves of the apparatus 700. 

Before or after positioning the apparatus 700 within a new section of a 
30 wellbore, a couple of wellbore volumes are circulated 



23 



through the various flow passages of the apparatus 700 in order to ensure that no 
foreign materials are located within the wellbore that might clog up the various flow 
passages and valves of the apparatus 700 and to ensure that no foreign material 
interferes with the expansion mandrel 705 during the expansion process. 

5 The apparatus 700 may be operated substantially as described above with 

reference to Figs. 1-7 to form a new section of casing within a wellbore. 

As illustrated in Fig. 8, in an alternative preferred embodiment, the method 
and apparatus described herein is used to repair an existing wellbore casing 805 by 
forming a tubular liner 8 1 0 inside of the existing wellbore casing 805. In a preferred 

10 embodiment, an outer annular lining of cement is not provided in the repaired 
section. In the alternative preferred embodiment, any number of fluidic materials 
can be used to expand the tubular liner 8 1 0 into intimate contact with the damaged 
section of the wellbore casing such as, for example, cement, epoxy, slag mix, or 
drilling mud. In the alternative preferred embodiment, sealing members 815 are 

15 preferably provided at both ends of the tubular member in order to optimally 
provide a fluidic seal. In an alternative preferred embodiment, the tubular liner 8 1 0 
is formed within a horizontally positioned pipeline section, such as those used to 
transport hydrocarbons or water, with the tubular liner 8 1 0 placed in an overlapping 
relationship with the adjacent pipeline section. In this manner, underground 

20 pipelines can be repaired without having to dig out and replace the damaged 
sections. 

In another alternative preferred embodiment, the method and apparatus 
described herein is used to directly line a wellbore with a tubular liner 810. In a 
preferred embodiment, an outer annular lining of cement is not provided between 
25 the tubular liner 810 and the wellbore. In the alternative preferred embodiment, 
any number of fluidic materials can be used to expand the tubular liner 810 into 
intimate contact with the wellbore such as, for example, cement, epoxy, slag mix, 
or drilling mud. 

Referring now to Figs. 9, 9a, 9b and 9c, a preferred embodiment of an 



apparatus 900 for forming a wellbore casing includes an expandible tubular 
member 902, a support member 904, an expandible mandrel or pig 906, and a shoe 
908. In a preferred embodiment, the design and construction of the mandrel 906 
and shoe 908 permits easy removal of those elements by drilling them out. In this 
5 manner, the assembly 900 can be easily removed from a wellbore using a 
conventional drilling apparatus and corresponding drilling methods. 

The expandible tubular member 902 preferably includes an upper portion 
910, an intermediate portion 912 and a lower portion 91 4. During operation of the 
apparatus 900, the tubular member 902 is preferably extruded off of the mandrel 

10 906 by pressurizing an interior region 966 of the tubular member 902. The tubular 
member 902 preferably has a substantially annular cross-section. 

In a particularly preferred embodiment, an expandable tubular member 9 1 5 
is coupled to the upper portion 9 1 0 of the expandable tubular member 902. During 
operation of the apparatus 900, the tubular member 91 5 is preferably extruded off 

15 of the mandrel 906 by pressurizing the interior region 966 of the tubular member 
902. The tubular member 9 1 5 preferably has a substantially annular cross-section. 
In a preferred embodiment, the wall thickness of the tubular member 9 1 5 is greater 
than the wall thickness of the tubular member 902. 

The tubular member 9 1 5 may be fabricated from any number of conventional 

20 commercially available materials such as, for example, oilfield tubulars, low alloy 
steels, titanium or stainless steels. In a preferred embodiment, the tubular member 
915 is fabricated from oilfield tubulars in order to optimally provide approximately 
the same mechanical properties as the tubular member 902. In a particularly 
preferred embodiment, the tubular member 915 has a plastic yield point ranging 

25 from about 275.9028 to 9307.92 1 95 bar (40,000 to 1 35,000 psi) in order to optimally 
provide approximately the same yield properties as the tubular member 902. The 
tubular member 915 may comprise a plurality of tubular members coupled end to 
end. 

In a preferred embodiment, the upper end portion of the tubular member 
30 9 1 5 includes one or more sealing members for optimally providing a fluidic and/or 
gaseous seal with an existing section of wellbore casing. 
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In a preferred embodiment, the combined length of the tubular members 902 and 
915 are limited to minimize the possibility of buckling. For typical tubular member 
materials, the combined length of the tubular members 902 and 9 1 5 are limited to between 
about 1 2. 1 92 to 6 t 096m (40 to 20,000 feet) in length. 
5 The lower portion 9 1 4 of the tubular member 902 is preferably coupled to the 

shoe 908 bya threaded connection 968. The intermediate portion 912 of the tubular 
member 902 preferably is placed in intimate sliding contact with the mandrel 906. 

The tubular member 902 maybe fabricated from any number of conventional 
commercially available materials such as t for example, oilfield tubulars, low alloy 
1 0 steels, titanium or stainless steels. In a preferred embodiment, the tubular member 
902 is fabricated from oilfield tubulars in order to optimally provide approximately 
the same mechanical properties as the tubular member 915. In a particularly 
preferred embodiment, the tubular member 902 has a plastic yield point ranging 
from about 275.9028 to 9307.92 1 95 bar (40,000 to 1 35,000 psi) in order to optimally 
1 5 provide approximately the same yield properties as the tubular member 91 5. 

The wall thickness of the upper, intermediate, and lower portions, 910, 912 and 914 
of the tubular member 902 may range, for example, from about 0.625 to 3.81 (1/16 to 1.5 
inches). In a preferred embodiment, the wall thickness of the upper, intermediate, and 
lower portions, 910, 912 and 914 of the tubular member 902 range from about 0.3175 to 
20 3.175 cms (1/8 to 1.25 inches) in order to optimally provide wall thickness that are about 
the same as the tubular member 9 1 5. In a preferred embodiment, the wall thickness of the 
lower portion 914 is less than or equal to the wall thickness of the upper portion 910 in 
order to optimally provide a geometry that will fit into tight clearances downhole. 

The outer diameter of the upper, intermediate, and lower portions, 910, 912and914 
25 of the tubular member 902 may range, for example, from about 2.667 to 121.92 cms (1 .05 
to 48 inches). In a preferred embodiment, the outer diameter of the upper, intermediate, 
and lower portions, 910, 912 and 914 of the tubular member 902 range from about 8.89 to 
48.26 cms (3 V4 to 19 inches) in order to optimally provide the ability to expand the most 
commonly used oilfield tubulars. 
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f . The length of the tubular member 902 is preferably Kmit^f to between about 
0.6096 to 1 .524 m (2 to 5 feet) in order to optimally provide enough length to contain the 
mandrel 906 and a body of lubricant. 

The tubular member 902 may comprise any number of conventional 
5 commercially available tubular members modified in accordance with the teachings 
of the present disclosure. In a preferred embodiment, the tubular member 902 
comprises Oilfield Country Tubular Goods available from various U.S. steel mills. 
The tubular member 915 may comprise any number of conventional commercially 
available tubular members modified in accordance with the teachings of the 
10 present disclosure. In a preferred embodiment, the tubular member 915 comprises 
Oilfield Country Tubular Goods available from various U.S. steel mills. 

The various elements of the tubular member 902 may be coupled using any 
number of conventional process such as, for example, threaded connections, 
welding or machined from one piece. In a preferred embodiment, the various 
15 elements of the tubular member 902 are coupled using welding. The tubular 
member 902 may comprise a plurality of tubular elements that are coupled end to 
end. The various elements of the tubular member 915 may be coupled using any 
number of conventional process such as, for example, threaded connections, 
welding or machined from one piece. In a preferred embodiment, the various 
20 elements of the tubular member 915 are coupled using welding. The tubular 
member 915 may comprise a plurality of tubular elements that are coupled end to 
end. The tubular members 902 and 915 may be coupled using any number of 
conventional process such as, for example, threaded connections, welding or 
machined from one piece. 
25 The support member 904 preferably includes an innerstring adapter 916, 

a fluid passage 918, an upper guide 920, and a coupling 922. During operation of 
the apparatus 900, the support member 904 preferably supports the apparatus 900 
during movement of the apparatus 900 within a wellbore. The support member 
904 preferably has a substantially anmilpr cross-section. 
30 The support member 904 may be fabricated from any number of 

conventional commercially available materials such as, for example, oilfield 
tubulars, low alloy steel, coiled tubing or stainless steel. In a preferred 
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( embodiment, the support member 904 is fabricated from'toV&iloy steel in order 
to optimally provide high yield strength' 

The innerstring adaptor 916 preferably is coupled to and supported by a 
conventional drill string support from a surface location. The innerstring adaptor 
5 916 may be coupled to a conventional drill string support 971 by a threaded 
connection 970. 

The fluid passage 9 18 is preferably used to convey fluids and other materials 
to and from the apparatus 900. In a preferred embodiment, the fluid passage 918 
is fluidicly coupled to the fluid passage 952. In a preferred embodiment, the fluid 
10 passage 918 is used to convey hardenable fluidic sealing materials to and from the 
apparatus 900. In a particularly preferred embodiment, the fluid passage 918 may 
include one or more pressure relief passages (not illustrated) to release fluid 
pressure during positioning of the apparatus 900 within a wellbore. In a preferred 
embodiment, the fluid passage 918 is positioned along a longitudinal centerline of 
15 the apparatus 900. In a preferred embodiment, the fluid passage 918 is selected 
to permit the conveyance of hardenable fluidic materials at operating pressures 
ranging from about 0 to 620.52813 bar (0 to 9,000 psi). 

The upper guide 920 is coupled to an upper portion of the support member 
904. The upper guide 920 preferably is adapted to center the support member 904 
20 within the tubular member 915. The upper guide 920 may comprise any number 
of conventional guide members modified in accordance with the teachings of the 
present disclosure. In a preferred embodiment, the upper guide 920 comprises an 
innerstring adapter available from Halliburton Energy Services in Dallas, TX order 
to optimally guide the apparatus 900 within the tubular member 915. 
25 The coupling 922 couples the support member 904 to the mandrel 906. The 

coupling 922 preferably comprises a conventional threaded connection. 

The various elements of the support member 904 may be coupled using any 
number of conventional processes such as, for example, welding, threaded 
connections or machined from one piece. In a preferred embodiment, the various 
!0 elements of the support member 904 are coupled using threaded connections. 

The mandrel 906 preferably includes a retainer 924, a rubber cup 926, an 
expansion cone 928, a lower cone retainer 930, a body of cement 932, a lower guide 

as 
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934, an extension sleeve 936, a spacer 938, a housing 940, a sealing sleeve 942, an 

upper cone retainer 944, a lubricator mandrel 946, a lubricator sleeve 948, a guide 

950, and a fluid passage 952. 

The retainer 924 is coupled to the lubricator mandrel 946, lubricator sleeve 

5 948, and the rubber cup 926. The retainer 924 couples the rubber cup 926 to the 

lubricator sleeve 948. The retainer 924 preferably has a substantially annular 

cross-section. The retainer 924 may comprise any number of conventional 

commercially available retainers such as, for example, slotted spring pins or roll 

pin. 

10 The rubber cup 926 is coupled to the retainer 924, the lubricator mandrel 

946, and the lubricator sleeve 948. The rubber cup 926 prevents the entry of 
foreign materials into the interior region 972 of the tubular member 902 below the 
rubber cup 926. The rubber cup 926 may comprise any number of conventional 
commercially available rubber cups such as, for example, TP cups or Selective 
15 Injection Packer (SIP) cup. In a preferred embodiment, the rubber cup 926 
comprises a SIP cup available from Halliburton Energy Services in Dallas, TX in 
order to optimally block foreign materials. 

In a particularly preferred embodiment, a body of lubricant is further 
provided in the interior region 972 of the tubular member 902 in order to lubricate 
20 the interface between the exterior surface of the mandrel 902 and the interior 
surface of the tubular members 902 and 915. The lubricant may comprise any 
number of conventional commercially available lubricants such as, for example, 
Lubriplate™, chlorine based lubricants, oil based lubricants or Climax 1500 Antiscize 
(3 100X In a preferred embodiment, the lubricant comprises Climax 1500 Antiseize 
25 (3100) available from Climax Lubricants and Equipment Co. in Houston, TX in 
order to optimally provide lubrication to faciliate the extrusion process. 

The expansion cone 928 is coupled to the lower cone retainer 930, the body 
of cement 932, the lower guide 934, the extension sleeve 936, the housing 940, and 
the upper cone retainer 944. In a preferred embodiment, during operation of the 
30 apparatus 900, the tubular members 902 and 915 are extruded off of the outer 
surface of the expansion cone 928. In a preferred embodiment, axial movement 
of the expansion cone 928 is prevented by the lower cone retainer 930, housing 940 



and the upper cone retainer 944. Inner radial movement of the expansion cone 928 is 
prevented by the body of cement 932, the housing 940 f and the upper cone retainer 944. 

The expansion cone 928 preferably has a substantially annular cross section. 
The outside diameter of the expansion cone 928 is preferably tapered to provide a 
5 cone shape. The wall thickness of the expansion cone 928 may range, for example, 
from about 0.31 75 to 7.62 cms (0. 125 to 3 inches). In a preferred embodiment, the 
wall thickness of the expansion cone 928 ranges from about 0.635 to 1.905 cms 
(0.25 to 0.75 inches) in order to optimally provide adequate compressive strength 
with minimal material. The maximum and minimum outside diameters of the 
10 expansion cone 928 may range, for example, from about 2.54 to 1 19.38 cms (1 to 
47 inches). In a preferred embodiment, the maximum and minimum outside 
diameters of the expansion cone 928 range from about 8.89 to 48.26 cms (3.5 to 19 
inches) in order to optimally provide expansion of generally available oilfield 
tubulars 

1 5 The expansion cone 928 maybe fabricated from any number of conventional 

commercially available materials such as, for example, ceramic, tool steel, titanium 
or low alloy steel. In a preferred embodiment, the expansion cone 928 is fabricated 
from tool steel in order to optimally provide high strength and abrasion resistance. 
The surface hardness of the outer surface of the expansion cone 928 may range, for 

20 example, from about 50 Rockwell C to 70 Rockwell C. In a preferred embodiment, 
the surface hardness of the outer surface of the expansion cone 928 ranges from 
about 58 Rockwell C to 62 Rockwell C in order to optimally provide high yield 
strength. In a preferred embodiment, the expansion cone 928 is heat treated to 
optimally provide a hard outer surface and a resilient interior body in order to 

25 optimally provide abrasion resistance and fracture toughness. 

The lower cone retainer 930 is coupled to the expansion cone 928 and the 
housing 940. In a preferred embodiment, axial movement of the expansion cone 
928 is prevented by the lower cone retainer 930. Preferably, the lower cone retainer 
930 has a substantially annular cross-section. 

30 The lower cone retainer 930 may be fabricated from any number of 

conventional commercially available materials such as, for example, ceramic, tool 
steel, titanium or low alloy steel. In a preferred embodiment, the lower cone 
retainer 930 is fabricated from tool steel in order to optimally provide high strength 
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and abrasion resistance. The surface hardness of the outer surface of the lower 
cone retainer 930 may range, for example, from about 50 Rockwell C to 70 
Rockwell C. In a preferred embodiment, the surface hardness of the outer surface 
of the lower cone retainer 930 ranges from about 58 Rockwell C to 62 Rockwell C 
5 in order to optimally provide high yield strength. In a preferred embodiment, the 
lower cone retainer 930 is heat treated to optimally provide a hard outer surface 
and a resilient interior body in order to optimally provide abrasion resistance and 
fracture toughness. 

In a preferred embodiment, the lower cone retainer 930 and the expansion 
1 0 cone 928 are formed as an integral one-piece element in order reduce the number 
of components and increase the overall strength of the apparatus. The outer 
surface of the lower cone retainer 930 preferably mates with the inner surfaces of 
the tubular members 902 and 915. 

The body of cement 932 is positioned within the interior of the mandrel 906 
1 5 The body of cement 932 provides an inner bearing structure for the mandrel 906 
The body of cement 932 further may be easily drilled out using a conventional drill 
device. In this manner, the mandrel 906 may be easily removed using a 
conventional drilling device. 

The body of cement 932 may comprise any number of conventional 
20 commercially available cement compounds. Alternatively, aluminum, cast iron or 
some other drillable metallic, composite, or aggregate material may be substituted 
for cement. The body of cement 932 preferably has a substantially annular cross- 



section. 



The lower guide 934 is coupled to the extension sleeve 936 and housing 940 
25 During operation of the apparatus 900, the lower guide 934 preferably helps guide 
the movement of the mandrel 906 within the tubular member 902. The lower guide 
934 preferably has a substantially annular cross-section. 

The lower guide 934 may be fabricated from any number of conventional 
commercially available materials such as, for example, oilfield tubulars, low alloy 
30 steel or stainless steel. In a preferred embodiment, the lower guide 934 is 
fabricated from lowalloy steel in order to optimally provide highyield strength. The 
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outer surface of the lower guide 934 preferably mates with the inner surface of the 
tubular member 902 to provide a sliding fit. 

The extension sleeve 936 is coupled to the lower guide 934 and the housing 
940. During operation of the apparatus 900, the extension sleeve 936 preferably 
5 helps guide the movement of the mandrel 906 within the tubular member 902. The 
extension sleeve 936 preferably has a substantially annular cross-section. 

The extension sleeve 936 may be fabricated from any number of 
conventional commerciaJly available materials such as, for example, oilfield 
tubulars, low alloy steel or stainless steel. In a preferred embodiment, the 
1 0 extension sleeve 936 is fabricated from low alloy steel in order to optimally provide 
high yield strength. The outer surface of the extension sleeve 936 preferably mates 
with the inner surface of the tubular member 902 to provide a sliding fit. In a 
preferred embodiment, the extension sleeve 936 and the lower guide 934 are 
formed as an integral one-piece element in order to minimize the number of 
15 components and increase the strength of the apparatus. 

The spacer 938 is coupled to the sealing sleeve 942. The spacer 938 
preferably includes the fluid passage 952 and is adapted to mate with the extension 
tube 960 of the shoe 908. In this manner, a plug or dart can be conveyed from the 
surface through the fluid passages 918 and 952 into the fluid passage 962 
20 Preferably, the spacer 938 has a substantially annular cross-section. 

The spacer 938 may be fabricated from any number of conventional 

commerciallyavailablematerialssuchas.forexample.steel.aluminumorcastiron. 
In a preferred embodiment, the spacer 938 is fabricated from aluminum in order 
tooptimally provide drillability. The end of the spacer 938 preferably mates with the 
25 end ofthe extension tube 960. In a preferred embodiment, the spacer 938 and the 
sealing sleeve 942 are formed as an integral one-piece element in order to reduce 
the number of components and increase the strength of the apparatus. 

The housing 940 is coupled to the lower guide 934, extension sleeve 936 
expansion cone 928, body of cement 932, and lower cone retainer 930. During 
30 operation of the apparatus 900, the housing 940 preferably prevents inner radial 
motion ofthe expansion cone 928. Preferably, the housing 940 has a substantially 
annular cross-section. 
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The housing 940 may be fabricated from any number of convemionai 
commercially availabie materials such as, forexamp.e, oiifield tubulars, lowaltoy 
steel or stainless steel. In a preferred embodimem. .he housing 940 is fabricated 
from lowalloy s.eel in order.oopdmallyprov.dehighyie.ds.reng.h. .napreferred 
5 embodimem, the lower guide 934, extension sleeve 936 and housing 940 are 
formed as an integral one-piece elemen. in order to minimi ^ number of 
components and increase the strength of the apparatus. 

ina particularly preferred embodiment, the interior surface of the housing 
940 includes one or more protrusions to faciliate the connection between the 
10 housing 940 and the body of cement 932. 

The sealing sleeve 942 is coupled to the support member 904, the body of 
cement 932, the spacer 938, and the upper cone retainer 944. Dunng operation of 
the apparatus, the sealing sleeve 942 preferably provides support fo, the mandrel 
906. The sealrng sleeve 942 is preferably coup.ed to the support member 904 using 
.5 the coup.i„g 922. Preferably, the sealing sleeve 942 has a substanUally annulj 
cross-section. 

Thesealing sleeve 942maybe,abrica.edfrom any numberofconventlona. 
commercia.ryavailablema.erialssuchas.forexamp.e.steel.aluminumorcast.ron 
20 order to opttmally provide drillabilily of the sealing sleeve 942 

s,„ I 3 Pa,, ' CU ' ar,y embodi ™«. outer surface of the seaHng 

sealmg sleeve 942 and the body of cement 932. 

25 942 ,na "^ Prefe ^ emb ^ imen ^^er938and m esea,ings,eeve 
« 9 2 are tntegraHy formed as a one-piece elemen, in order to minimize the number 

of components. 

The upper cone retainer 944 is coupled to the expansion cone 928, the 
30c O ne9 2 8.Preferab,y, l heup P erconere,ainer944hasasubs te n te l,yannu.Lros, 
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The upper cone retainer 944 may be fabricated from any number of 
conventional commercially available materials such as, for example, steel, 
aluminum or cast iron. In a preferred embodiment, the upper cone retainer 944 is 
fabricated from aluminum in order to optimally provide drillability of the upper cone 
5 retainer 944. 

In a particularly preferred embodiment, the upper cone retainer 944 has a 
cross-sectional shape designed to provide increased rigidity. In a particularly 
preferred embodiment, the upper cone retainer 944 has a cross-sectional shape 
that is substantially I-shaped to provide increased rigidity and minimize the amount 
1 0 of material that would have to be drilled out. 

The lubricator mandrel 946 is coupled to the retainer 924, the rubber cup 926, 
the upper cone retainer 944, the lubricator sleeve 948, and the guide 950. During 
operation of the apparatus 900, the lubricator mandrel 946 preferably contains the 
body of lubricant in the annular region 972 for lubricating the interface between the 
15 mandrel 906 and the tubular member 902. Preferably, the lubricator mandrel 946 
has a substantially annular cross-section. 

The lubricator mandrel 946 may be fabricated from any number of 
conventional commercially available materials such as, for example, steel 
aluminum or cast iron. In a preferred embodiment, the lubricator mandrel 946 is 
20 fabricated from aluminum in order to optimally provide drillability of the lubricator 
mandrel 946. 

The lubricator sleeve 948 is coupled to the lubricator mandrel 946 the 
retainer 924, the rubber cup 926, the upper cone retainer944, the lubricator sleeve 
948, and the guide 950. During operation of the apparatus 900, the lubricator sleeve 
25 948 preferably supports the rubber cup 926. Preferably, the lubricator sleeve 948 
has a substantially annular cross-section. 

The lubricator sleeve 948 may be fabricated from any number of 
conventional commercially available materials such as, for example, steel 
aluminum or cast iron. In a preferred embodiment, the lubricator sleeve 948 is 
30 fabricated from aluminum in order to optimally provide drillability of the lubricator 
sleeve 948. 
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As illustrated in Fig. 9c, the lubricator sleWe 948 is supported by the lubricator 
mandrel 946. The lubricator sleeve 948 in turn supports the rubber cup 926. The 
retainer 924 couples the rubber cup 926 to the lubricator sleeve 948. In a preferred 
embodiment, seals 949a and 949b are provided between the lubricator mandrel 
5 946, lubricator sleeve 948, and rubber cup 926 in order to optimally seal off the 
interior region 972 of the tubular member 902. 

The guide 950 is coupled to the lubricator mandrel 946, the retainer 924 and 
the lubricator sleeve 948. During operation of the apparatus 900, the guide 950 
preferably guides the apparatus on the support member 904. Preferably, the guide 
10 950 has a substantially annular cross-section. 

The guide 950 may be fabricated from any number of conventional 

commerciallyavailablematerialssuchas,forexample,steel,aluminumorcas^ 
In a preferred embodiment, the guide 950 is fabricated from aluminum order to 
optimally provide disability of the guide 950. 
1 5 The fluid passage 952 is coupled to the mandrel 906. During operation of the 

apparatus, the fluid passage 952 preferably conveys hardenable fluidic materials 
Inapreferred embodiment, the fluid passage952is positioned about the centerline 
of the apparatus 900. In a particularly preferred embodiment, the fluid passage 952 

.sadaptedtoconveyhardenablefluidicmaterialsatpressuresandflowrateranging 
20 fromabout0to620.52813bar(0to9,000psi)and0,o 1 1356.2355 litres/minute (0 
to 3,000 gallons/min) in order to optimally provide pressures and flow rates to 
displace and circulate fluids during the installation of the apparatus 900. 

The various elements of the mandrel 906 maybe coupled using any number 
of conventional process such as, for example, threaded connections, welded 
25 connectionsorcementing. In a preferred embodiment, the various elements of the 
mandrel 906 are coupled using threaded connections and cementing. 

The shoe 908 preferably includes a housing 954, a body of cement 956 a 
seal.ng sleeve 958, an extension tube 960, a fluid passage 962, and one or more 
outlet jets 964. 

The housing 954 is coupled to the body of cement 956 and the lower portion 
914of thetubularmember902. During operation of the apparatus 900, the housing 
954 preferably couples the lower portion of the tubular member 902 to the shoe 908 
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to facilitate the extrusion and positioning of the tubular member 902. Preferably, 
the housing 954 has a substantially annular cross-section. 

The housing 954 may be fabricated from any number of conventional 
commercially available materials such as, for example, steel or aluminum. In a 
5 preferred embodiment, the housing 954 is fabricated from aluminum in order to 
optimally provide drillability of the housing 954. 

In a particularly preferred embodiment, the interior surface of the housing 
954 includes one or more protrusions to faciliate the connection between the body 
of cement 956 and the housing 954. 
1 0 The body of cement 956 is coupled to the housing 954, and the sealing sleeve 

958. In a preferred embodiment, the composition of the body of cement 956 is 
selected to permit the body of cement to be easily drilled out using conventional 
drilling machines and processes. 

The composition of the body of cement 956 may include any number of 
15 conventional cement compositions. In an alternative embodiment, a drillable 
material such as, for example, aluminum or iron may be substituted for the body 
of cement 956. 

The sealing sleeve 958 is coupled to the body of cement 956, the extension 
tube 960, the fluid passage 962, and one or more outlet jets 964. During operation 
20 of the apparatus 900, the sealing sleeve 958 preferably is adapted to convey a 
hardenable fluidic material from the fluid passage 952 into the fluid passage 962 and 
then into the outlet jets 964 in order to inject the hardenable fluidic material into an 
annular region external to the tubular member 902. In a preferred embodiment 
during operation of the apparatus 900, the sealing sleeve 958 further includes an 

25 'n'etgeometrythat P ermitsaconventional P lugordart974tobecomel 0 dgedinthe 
inlet of the sealing sleeve 958. In this manner, the fluid passage 962 may be 

blocked therebyfluidiclyisolaUng the interiorregion966ofthetubularmember902. 

In a preferred embodiment, the sealing sleeve 958 has a substantially annular 
cross-section. The sealing sleeve 958 may be fabricated from any number of 
30 conventional commercially available materials such as, for example, steel, 
aluminum or cast iron. In a preferred embodiment, the sealing sleeve 958 is 
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fabricated from aluminum in order to optimally provide drinabmVy'of the sealing 
sleeve 958. 

The extension tube 960 is coupled to the sealing sleeve 958, the fluid 
passage 962, and one or more outlet jets 964. During operation of the apparatus 
5 900, the extension tube 960 preferably is adapted to convey a hardenable fluidic 
material from the fluid passage 952 into the fluid passage 962 and then into the 
outlet jets 964 in order to inject the hardenable fluidic material into an annular 
region external to the tubular member 902. In a preferred embodiment, during 
operation of the apparatus 900, the sealing sleeve 960 further includes an inlet 
10 geometry that permits a conventional plug or dart 974 to become lodged in the 
inlet of the sealing sleeve 958. In this manner, the fluid passage 962 is blocked 
thereby fluidicly isolating the interior region 966 of the tubular member 902. In 
a preferred embodiment, one end of the extension tube 960 mates with one end of 
the spacer 938 in order to optimally faciliate the transfer of material between the 
15 two. 

In a preferred embodiment, the extension tube 960 has a substantially 
annular cross-section. The extension tube 960 may be fabricated from any number 
of conventional commercially available materials such as, for example, steel, 
aluminum or cast iron. In a preferred embodiment, the extension tube' 9 60 is' 
20 fabricated from aluminum in order to optimally provide drillabihty of the 
extension tube 960. 

The fluid passage 962 is coupled to the sealing sleeve 958, the extension 
tube 960, and one or more outlet jets 964. During operation of the apparatus 900, 
the fluid passage 962 is preferably conveys hardenable fluidic materials In a 
25 preferred embodiment, the fluid passage 962 is positioned about the centerline of 
the apparatus 900. In a particularly preferred embodiment, the fluid passage 962 
is adapted to convey hardenable fluidic materials at pressures and flow rate 
ranging from about 0 to 620.52813 bar (0 to 9,00Op S i) and 0 to 1 1356.2355 (0 to 3 000 
gallons/mm) in order to optimally provide fluids at operationally efficient rates. 

The outlet jets 964 are coupled to the sealing sleeve 958, the extension tube * 
960, and the fluid passage 962. During operation of the apparatus 900, the outlet 
_jets 964 preferably convey hardenable fluidic material from the fluid passage 962 
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to the region exterior of the apparatus 900. ina preferred embodiment, the shoe 
908 includes a plurality of outlet jets 964. 

In a preferred embodiment, the outlet jets 964 comprise passages drilled in 
the housing 954 and the body of cement 956 in order to simplify the construction 
5 of the apparatus 900. 

The various elements of the shoe 908 may be coupled using any number of 
conventional process such as, for example, threaded connections, cement or 
machmed from one piece of material. In a preferred embodiment, the various 
elements of the shoe 908 are coupled using cement. 
10 In a preferred embodiment, the assembly 900 is operated substantially as 

described above with reference to Figs. 1-6 to create a new section of casing in a 
wellbore or to repair a wellbore casing or pipeline. 

In particular, in order to extend a wellbore into a subterranean formation 
a dnll string is used in a well known manner to drill out material from the' 
15 subterranean formation to form a new section. 

The apparatus 900 for forming a wellbore casing in a subterranean 
formation is then positioned in the new section of the wellbore. In a particubrly 
preferred embodiment, the apparatus 900 includes the tubular member 915 In a 
preferred enUKxttment, a hardenable fluidic sealing hardenable fluidic sealing 
20 matenal » then pumped from a surface location into the fluid passage 918 The 

mtenor region 966 of the tubular member 902 below the mandrel 906. The 
hardenable fluidic seahng material then passes from the interior region 966 into 
the fhud passage 962. The barienable fluidic seeing material then exits the 
apparatas 900 via the outlet jets 964 and mis an annular region between the 

^norofthetubu,armemher902a n dthem teri orwa J lofthenewsectionofthe 
»eUbore. <*^P*m**^b u i^ a ^ malataataU 

matenal to fill up at least a portion of the annular region 

The hardenable fluidic seahng materia, is preferably pumped into the 
-gioa ., ^ ad flow „,„ ^ fc ^ ^ jbm( „ 

psi) and 0 to 5678.1177 litres/niinitte {0 to 1 500 nattnm/ •> °«(»!05,OW 
tke h,M„.>.. n SDoretam). restively. h , faral ^fc^a^ 

the hardenable fluidic sealing material is pumped into the annular region at pressures 

3* 



and How rates that are designed for the specific wellbore section in order to 
optimize the displacement of the hardenabJe fluidic sealing material while not 
creating high enough circulating pressures such that circulation might be lost and 
that could cause the wellbore to collapse. The optimum pressures and flow rates 
5 are preferably determined using conventional empirical methods. 

The hardenable fluidic sealing material may comprise any number of 
conventional commercially available hardenable fluidic sealing materials such as, 
for example, slag mix, cement or epoxy. In a preferred embodiment, the 
hardenable fluidic sealing material comprises blended cements designed 
10 specifically for the well section being lined available from Halliburton Energy 
Services in Dallas, TX in order to optimally provide support for the new tubular 
member while also maintaining optimal flow characteristics so as to minimize 
operationaldifficulties during the displacement ofthe cement in the annular region. 
The optimum composition of the blended cements is preferably determined using 
15 conventional empirical methods. 

The annular region preferably is filled with the hardenable fluidic sealing 
material in sufficient quantities to ensure that, upon radial expansion of the tubular 
member 902, the annular region of the new section of the wellbore will be filled 
with hardenable material. 

20 Once the annular region has been adequately filled with hardenable fluidic 

sealing material, a plug or dart 974, or other similar device, preferably is introduced 
into the fluid passage 962 thereby fluidicly isolating the interior region 966 of the 
tubular member 902 from the external annular region. In a preferred embodiment, 
a non hardenable fluidic material is then pumped into the interior region 966 

25 causing the interior region 966 to pressurize. In a particularly preferred 
embodiment, the plug or dart 974, or other similar device, preferably is introduced 
into the fluid passage 962 by introducing the plug or dart 974, or other similar device 
into the non hardenable fluidic material. In this manner, the amount of cured 
material within the interior ofthe tubular members 902 and 915 is minimized. 

30 Once the interior region 966 becomes sufficiently pressurized, the tubular 
members 902 and 915 are extruded off of the mandrel 906. The mandrel 906 may 
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extrusion process, the mandrel 906 



( befixedorit maybeexpandible. During the i 

is raised out of the expanded portions of the tubular members 902 and 915 using 
the support member 904. During this extrusion process, the shoe 908 is preferably 
substantially stationary. 

5 The plug or dart 974 is preferably placed into the fluid passage 962 by 

introducing the plug or dart 974 into the fluid passage 918 at a surface location in 
a conventional manner. The plug or dart 974 may comprise any number of 
conventional commercially available devices for plugging a fluid passage such as, 
for example, Multiple Stage Cementer (MSC) latch-down plug, Omega latch-down 
10 plug or three-wiper latch down plug modified in accordance with the teachings of 
the present disclosure. Inapreferred embodiment, theplugor dart 974 comprises 
a MSC latch-down plug available from Halliburton Energy Services in Dallas, TX. 

After placement of the plug or dart 974 in the fluid passage 962, the non 
hardenable fluidic material is preferably pumped into the interior region 966 at 
15 pressures and flow rates ranging from approximately 34.473 to 620.52813 bar (500 to 
9,000 psi) and 151.4164 to 1 1356.2355 litres/minute (40 to 3,000 gallons/mm) in order to 
optimally extrude the tubular members 902 and 915 off of the mandrel 906. 

For typical tubular members 902 and 915, the extrusion of the tubular members 902 and 915 off 
of the expandable mandrel will begin when the pressure of the interior region 966 reaches approximately 
2Q 34.473 to 620.52813 bar (500 to 9,000 psi). In a preferred ernbodiment, the extrusion of the tubular 
members 902 and 915 offof the mandrel 906 begins when the pressure of the interior region 966 reaches 
approximately 82.7352 to 586.041 bar (1,200 to 8,500 ps 0 with a flow rate of about 151.4164 to 
4731.7648 litres/minute (40 to 1250 gaUons/minute). 

During the extrusion process, the mandrel 906 may be raised out of the expanded 
portions of the tubular members 902 and 915 at rates ranging, for example, from about 0 
25 to 1.524 a/iff) to 5 ft/sec). Inapreferred embodiment, during the extrusion process, the 
mandrel 906 is raised out of the expanded portions of the tubular members 902 and 915 
at rates ranging from about 0 to 0.6096 m/s (0 to 2 ft/sec) in order to optimally provide 
pulling speed fast enough to permit efficient operation and permit full expansion of the 
tubular members 902 and 91 5 prior to curing of the hardenable fluidic sealing material- 
but not so fast that timely adjustment of operating parameters daring operation is 
30 prevented. 



When the upper end portion of the tubular member 915 is extruded off of the 
mandrel 906, the outer surface of the upper end portion of the tubular member 915 
will preferably contact the interior surface of the lower end portion of the existing 
casing to form an fluid tight overlapping joint. The contact pressure of the 
5 overlapping joint may range, for example, from approximately 3.447379 to 
1 ,278.951 4 bar (50 to 20,000 psi). In a preferred embodiment, the contact pressure 
of the overlapping joint between the upper end of the tubular member 915 and the 
existing section of wellbore casing ranges from approximately 27.579028 to 
689.4757 bar (400 to 10,000 psi) in order to optimally provide contact pressure to 
10 activate the sealing members and provide optimal resistance such that the tubular 
member 9 1 5 and existing wellbore casing will cany typical tensile and compressive 
loads. 

Inapreferred embodiment, the operating pressure and flowrate of the non 
hardenable fluidic material will be controllably ramped down when the mandrel 
15 906reachestheupperendportionofthetubularmember915. In this manner, the 
sudden release of pressure caused by the complete extrusion of the tubular 
member 91 5 off of the expandable mandrel 906 can be minimized. In a preferred 
embodiment, the operating pressure is reduced in a substantially linear fashion 
from 100% to about 10% during the end of the extrusion process beginning when 

20 the mandrel906hascompletedapproximatelyallbutaboutthe last 1.524m(5feet) 
of the extrusion process. 

In an alternative preferred embodiment, the operating pressure and/or flow 
rate of the hardenable fluidic sealing material and/or the non hardenable fluidic 
material are controlled during all phases of the operation of the apparatus 900 to 

25 minimize shock. 

Alternatively, or in combination, a shock absorber is provided in the support 
member 904 in order to absorb the shock caused by the sudden release of 
pressure. 

Alternatively, or in combination, a mandrel catching structure is provided 
30 above the support member 904 in order to catch or at least decelerate the mandrel 
906. 

Once the extrusion process is completed, the mandrel 906 is removed from 
the wellbore. In a preferred embodiment, either before or after the removal of the 



mandrel 906, the integrity of the fluidic seal of the overlapping joint between the 
upper portion of the tubular member 915 and the lower portion of the existing 
casing is tested using conventional methods. If the fluidic seal of the overlapping 
joint between the upper portion of the tubular member 9 1 5 and the lower portion 
5 of the existing casing is satisfactory, then the uncured portion of any of the 
hardenable fluidic sealing material within the expanded tubular member 91 5 is then 
removed in a conventional manner. The hardenable fluidic sealing material within 
the annular region between the expanded tubular member 915 and the existing 
casing and new section of wellbore is then allowed to cure. 
1 0 Preferably any remaining cured hardenable fluidic sealing material within the 

interior of the expanded tubular members 902 and 915 is then removed in a 
conventional manner using a conventional drill string. The resulting new section 
of casing preferably includes the expanded tubular members 902 and 9 1 5 and an 
outerannular layer of cured hardenable fluidic sealing material. The bottom portion 
15 of the apparatus 900 comprising the shoe 908 may then be removed by drilling out 
the shoe 908 using conventional drilling methods. 

In an alternative embodiment, during the extrusion process, it may be 
necessary to remove the entire apparatus 900 from the interior of the wellbore due 
to a malfunction. In this circumstance, a conventional drill string is used to drill out 
20 the interior sections of the apparatus 900 in order to facilitate the removal of the 
remaining sections. In a preferred embodiment, the interior elements of the 
apparatus 900 are fabricated from materials such as, for example, cement and 
aluminum, that permit a conventional drill string to be employed to drill out the 
interior components. 

25 In particular, in a preferred embodiment, the composition of the interior 

sections of the mandrel 906 and shoe 908, including one or more of the body of 
cement 932, the spacer 938, the sealing sleeve 942, the upper cone retainer 944, the 
lubricator mandrel 946, the lubricator sleeve 948, the guide 950, the housing 954, the 
body of cement 956, the sealing sleeve 958, and the extension tube 960, are 

30 selected to permit at least some of these components to be drilled out using 
conventional drilling methods and apparatus. In this manner, in the event of a 
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malfunction downhole, the apparatus 900 may be easily removed from the 
wellbore. 

Referring now to Figs. 10a, 10b, 10c, lOd, lOe, lOf, and lOg a method and 
apparatus for creating a tie-back liner in a wellbore will now be described. As 
5 illustrated in Fig. 1 0a, a wellbore 1 000 positioned in a subterranean formation 1002 
includes a first casing 1004 and a second casing 1006. 

The first casing 1004 preferably includes a tubular liner 1008 and a cement 
annulus 1010. The second casing 1006 preferably includes a tubular liner 10 12 and 
a cement annulus 1014. In a preferred embodiment, the second casing 1006 is 
10 formed by expanding a tubular member substantially as described above with 
reference to Figs. 1 -9c or below with reference to Figs. 1 la- 1 If. 

In a particularly preferred embodiment, an upper portion of the tubular liner 
1012 overlaps with a lower portion of the tubular liner 1008. In a particularly 
preferred embodiment, an outer surface of the upper portion of the tubular liner 
15 1012 includes one or more sealing members 1016 for providing a fluidic seal 
between the tubular liners 1008 and 1012. 

Referring to Fig. 10b, in order to create a tie-back liner that extends from the 
overlap between the first and second casings, 1004 and 1006, an apparatus 1 100 is 
preferably provided that includes an expandable mandrel or pig 1 105, a tubular 
20 member 1 1 1 0, a shoe 1115, one or more cup seals 11 20, a fluid passage 1 1 30, a fluid 

passage 1135, one or more fluid passages 1140, seals 1145, andasupport member 
1150. 

The expandable mandrel or pig 1 105 is coupled to and supported by the 
support member 1 150. The expandable mandrel 1 105 is preferably adapted to 

25 controllably expand in a radial direction. The expandable mandrel 1105 may 
comprise any number of conventional commercially available expandable 
mandrels modified in accordance with the teachings of the present disclosure. In 
a preferred embodiment, the expandable mandrel 1105 comprises a hydraulic 
expansion tool substantially as disclosed in U.S. Pat. No. 5,348,095, the disclosure 

30 of which is incorporated herein by reference, modified in accordance with the 
teachings of the present disclosure. 
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The tubular member 1 11 0 is coupled to and supported by the expandable mandrel 
1 105. The tubular member 1 105 is expanded in the radial direction and extruded off of the 
expandable mandrel 1 105. The tubular member 1 1 10 may be 

fabricated from any number of materials such as, for example, Oilfield Country Tubular 
5 Goods, 13 chromium tubing or plastic piping. In a preferred embodiment, the tubular 

member 1 1 10 is fabricated from Oilfield Country Tubular Goods. 

The inner and outer diameters of the tubular member 1 1 10 may range, for example, 

from approximately 1.905 to 1 19.38 cms (0.75 to 47 inches) and 2.667 to 121.92 cms (1.05 

to 48 inches), respectively. In a preferred embodiment, the inner and outer diameters of 
1 0 the tubular member 1110 range from about 7.62 to 39.37 cms (3 to 1 5.5 inches) and 8.89 

to 40.64 cms (3.5 to 16 inches), respectively in order to optimally provide coverage for 

typical oilfield casing sizes. The tubular member 1 1 10 preferably comprises a solid 

member. 

In a preferred embodiment, the upper end portion of the tubular member U 10 is 

1 5 slotted, perforated, or otherwise modified to catch or slow down the mandrel 1 105 when 
it completes the extrusion of tubular member 1 1 10. In a preferred embodiment, the length 
of the tubular member 1 1 10 is limited to minimize the possibility of buckling. For typical 
tubular member 1 1 10 materials, the length of the tubular member 1 1 10 is preferably limited 
to between about 12.192 to 6,096m (40 to 20,000 feet) in length. 

20 The shoe 1 1 1 5 is coupled to the expandable mandrel 1 1 05 and the tubular member 

1 1 10. The shoe 1115 includes the fluid passage 1 135. The shoe 1115 may comprise any 
number of conventional commercially available shoes such as, for example, Super Seal II 
float shoe, Super Seal II Down-Jet float shoe or a guide shoe with a sealing sleeve for a latch 
down plug modified in accordance with the teachings of the present disclosure. In a 

25 preferred embodiment, the shoe 1115 comprises an aluminum down-jet guide shoe with 
a sealing sleeve for a latch-down plug with side ports radiating off of the exit flow port 
available from Halliburton Energy Services in Dallas, TX, modified in accordance with the 
teachings of the present disclosure, in order to optimally guide the tubular member 1 100 
to the overlap between the tubular member 1 100 and the casing 1012, optimally fluidicly 

30 isolate the interior of the tubular member 1 100 after the latch down plug has seated, and 
optimally permit drilling out of the shoe 1115 after completion of the expansion and 
cementing operations. 

In a preferred embodiment, the shoe 1115 includes one or more side outlet 
ports 1 140 in fluidic communication with the fluid passage 1 135. In this manner, 
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Jie shoe 1115 injects hardenable fluidic sealing material into the region outside the 

shoe 1115 and tubular member 1110. In a preferred embodiment, the shoe 1115 
includes one or more of the fluid passages 1140 each having an inlet geometry that 
can receive a dart and/or a ball sealing member. In this manner, the fluid passages 
5 1140 can be sealed off by introducing a plug, dart and/or ball sealing elements into 
the fluid passage 1130. 

The cup seal 1120 is coupled to and supported by the support member 1 150. 
The cup seal 1120 prevents foreign materials from entering the interior region of 
the tubular member 1110 adjacent to the expandable mandrel 1105. The cup seal 
10 1 120 may comprise any number of conventional commercially available cup seals 
such as, for example, TP cups or Selective Injection Packer (SIP) cups modified in 
accordance with the teachings of the present disclosure. In a preferred 
embodiment, the cup seal 1120 comprises a SIP cup, available from Halliburton 
Energy Services in Dallas, TX in order to optimally provide a barrier to debris and 
15 contain a body of lubricant. 

The fluid passage 1130 permits fluidic materials to be transported to and 
from the interior region of the tubular member 1110 below the expandable 
mandrel 1105. The fluid passage 1130 is coupled to and positioned within the 
support member 1150 and the expandable mandrel 1105. The fluid passage 1130 
20 preferably extends from a position adjacent to the surface to the bottom of the 
expandable mandrel 1105. The fluid passage 1130 is preferably positioned along 
a centerline of the apparatus 1100. The fluid passage 1130 is preferably selected 
to transport materials such as cement, drilling mud or epoxies at flow rates and 
pressures ranging from about 0 to 1 1356.2355 litres/minute (0 to 3,000 gallons/minute) 
25 and 0 to 620.528 13 bar (0 to 9,000 psi) in order to optimally provide sufficient operating 
pressures to circulate fluids at operational efficient rates. 

The fluid passage 1135 permits fluidic materials to be transmitted from fluid 
passage 1130 to the interior of the tubular member 1110 below the mandrel 1105. 

The fluid passages 1140 permits fluidic materials to be transported to and 
30 from the region exterior to the tubular member 1110 and shoe 1115. The fluid 
passages 1140 are coupled to and positioned within the shoe 1115 in fluidic 
communication with the interior region of the tubular member 1110 below the 

W6 



( expandable mandrel 1105. The fluid passages 1140 preferably haVe a cross- 
sectional shape that permits a plug, or otner similar device, to be placed in the fluid 
passages 1140 to thereby block further passage of fluidic materials. In this 
manner, the interior region of the tubular member 1110 below the expandable 
5 mandrel 1105 can be fluidicly isolated from the region exterior to the tubular 
member 1105. This permits the interior region of the tubular member 1110 below 
the expandable mandrel 1105 to be pressurized. 

The fluid passages 1140 are preferably positioned along the periphery of the 
shoe 1115. The fluid passages 1140 are preferably selected to convey materials 

10 such as cement, drilling mud or epoxies at flow rates and pressures ranging from 
about 0 to 1 1356.2355 utres/rmnute (0 to 3,000 gallons/minute) and 0 to 62.52813 bar (0 
to 9,000 psi) in order to optimally fill the annular region between the tubular member 
1 1 10 and the tubular liner 1 008 with fluidic materials. In a preferred embodiment, the 
fluid passages 1 140 include an inlet geometry that can receive a dart and/or a ball sealing 
member. In this manner, the fluid passages 1 140 can be sealed off by introducing a plug, 

15 dart and/or ball sealing elements into the fluid passage 1 130. In a preferred embodiment, 
the apparatus 1100 includes a plurality of fluid passage 1 140. 

In an alternative embodiment, the base of the shoe 1115 includes a single 
inlet passage coupled to the fluid passages 1140 that is adapted to receive a plug, 
20 or other similar device, to permit the interior region of the tubular member 1110 
to be fluidicly isolated from the exterior of the tubular member 1110. 

The seals 1145 are coupled to and supported by a lower end portion of the 
tubular member 1110. The seals 1145 are further positioned on an outer surface 
of the lower end portion of the tubular member 1110. The seals 1145 permit the 
25 overlapping joint between the upper end portion of the casing 1012 and the lower 
end portion of the tubular member 1110 to be fluidicly sealed. 

The seals 1145 may comprise any number of conventional commercially 
available seals such as, for example, lead, rubber, Teflon™ or epoxy seals modified 
in accordance with the teachings of the present disclosure. In a preferred 
30 embodiment, the seals 1145 comprise seals molded from Stratalock epoxy available 
from Halliburton Energy Services in Dallas, TX in order to optimally provide a 



uydraulic seal in the overlapping joint and optimally provide load carrying capacity 
to withstand the range of typical tensile and compressive loads. 

In a preferred embodiment, the seals 1145 are selected to optimally provide 
a sufficient frictional force to support the expanded tubular member 1110 from the 
5 tubular liner 1008. In a preferred embodiment, the frictional force provided by the 
seals 1 145 ranges from about 68.94757 to 68, 947.57 bar (1,000 to 1,000, 000 Ibf) in tension and 
compression in order to optimally support fee expanded tubular member 1110. 

The support member 1150 is coupled to the expandable mandrel 1105, 
tubular member 1110, shoe 1115, and seal 1120. The support member 1150 
10 preferably comprises an pTiTmlar member having sufficient strength to cany the 
apparatus 1100 into the wellbore 1000. In a preferred embodiment, the support 
member 1150 further includes one or more conventional centralizers (not 
illustrated) to help stabilize the tubular member 1110. 

In a preferred embodiment, a quantity of lubricant 1150 is provided in the 
15 pnmilflr region above the expandable mandrel 1105 within the interior of the 
tubular member 1110. In this manner, the extrusion of the tubular member 1110 
_ off of the expandable mandrel 1105 is facilitated. The lubricant 1150 may 
comprise any number of conventional commercially available lubricants such as, 
for example Lubriplate™, chlorine based lubricants or Climax 1500 Antisieze (3100). 
20 In a preferred embodiment, the lubricant 1150 comprises Climax 1500 Antiseize 
(3100) available from Climax Lubricants and Equipment Co. in Houston, TX in 
order to optimally provide lubrication for the extrusion process. 

In a preferred embodiment, the support member 1 150 is thoroughly cleaned 
prior to assembly to the remaining portions of the apparatus 1100. In this 
25 manner, the introduction of foreign material into the apparatus 1 100 is minimized. 
This minimizes the possibility of foreign material clogging the various flow 
passages and valves of the apparatus 1100 and to ensure that no foreign material 
interferes with the expansion mandrel 1105 during the extrusion process. 

In a particularly preferred embodiment, the apparatus 1100 includes a 
30 packer 1155 coupled to the bottom section of the shoe 1115 for fluidicly isolating 
the region of the wellbore 1000 below the apparatus 1100. In this manner, fluidic 
materials are prevented from entering the region of the wellbore 1000 below the 
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apparatus 1100. The packer 1155 may comprise any "number of conventional 
commercially available packers such as, for example, EZ Drill Packer, EZ SV Packer 
or a drillable cement retainer. In a preferred embodiment, the packer 1155 
comprises an EZ Drill Packer available from Halliburton Energy Services in Dallas, 
5 TX. In an alternative embodiment, a high gel strength pill may be set below the tie- 
back in place of the packer 1 155. In another alternative embodiment, the packer 
1 155 may be omitted. 

In a preferred embodiment, before or after positioning the apparatus 1 100 
within the wellbore 1 100, a couple of wellbore volumes are circulated in order to 
10 ensure that no foreign materials are located within the wellbore 1000 that might 
clog up the various flow passages and valves of the apparatus 1 1 00 and to ensure 
that no foreign material interferes with the operation of the expansion mandrel 
1105. 

As illustrated in Fig. 10c, a hardenable fluidic sealing material 1 160 is then 
1 5 pumped from a surface location into the fluid passage 1 1 30. The material 1 1 60 then 
passes from the fluid passage 1 130 into the interior region of the tubular member 
1110 below the expandable mandrel 1 105. The material 1 160 then passes from the 
interior region of the tubular member 1110 into the fluid passages 1140. The 
material 1 1 60 then exits the apparatus 1 1 00 and fills the annular region between the 
20 exterior of the tubular member 1 1 1 0 and the interior wall of the tubular liner 1 008. 
Continued pumping of the material 1 1 60 causes the material 1 1 60 to fill up at least 
a portion of the annular region. 

The material 1 1 60 may be pumped into the annular region at pressures and 
flow rates ranging, for example, from about 0 to 344.73785 bar (0 to 5,000 psi) and 
25 0 to 5678.1 177 litres/minute (0 to 1,500 gallons/min), respectively. In a preferred 
embodiment, the material 1 1 60 is pumped into the annular region at pressures and 
now rates specifically designed for the casing sizes being run, the annular spaces 
being filled, the pumping equipment available, and the properties of the fluid being 
pumped. The optimum flow rates and pressures are preferably calculated using 
30 conventional empirical methods. 
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The hardenable fluidic sealing material 1 160 may comprise any number of 
conventional commercially available hardenable fluidic sealing materials such as, 
for example, slag mix, cement or epoxy. In a preferred embodiment, the 
hardenable fluidic sealing material 1 160 comprises blended cements specifically 
5 designed for well section being tied-back, available from Halliburton Energy 
Services in Dallas, TX in order to optimally provide proper support for the tubular 
member 1 1 10 while maintaining optimum flow characteristics so as to minimize 
operational difficulties during the displacement of cement in the annular region. 
The optimum blend of the blended cements are preferably determined using 
1 0 conventional empirical methods. 

The annular region may be filled with the material 1160 in sufficient 
quantities to ensure that, upon radial expansion of the tubular member 1110, the 
annular region will be filled with material 1 160. 

As illustrated in Fig. 1 0d, once the annular region has been adequately filled 
15 withmaterial 11 60, one or more plugs 1165, or other similar devices, preferably are 
introduced into the fluid passages 1 140 thereby fluidicly isolating the interior region 
of the tubular member 1110 from the annular region external to the tubular member 
1110. In a preferred embodiment, a non hardenable fluidic material 1 161 is then 
pumped into the interior region of the tubular member 1110 below the mandrel 
20 1105 causing the interior region to pressurize. In a particularly preferred 
embodiment, the one or more plugs 1 165, or other similar devices, are introduced 
into the fluid passage 11 40 with the introduction of the non hardenable fluidic 
material. In this manner, the amount of hardenable fluidic material within the 
interior of the tubular member 1 1 10 is minimized. 
25 As illustrated in Fig. 10e, once the interior region becomes sufficiently 

pressurized, the tubular member 1 1 10 is extruded off of the expandable mandrel 
1 1 05. During the extrusion process, the expandable mandrel 1 1 05 is raised out of 
the expanded portion of the tubular member 1110. 

The plugs 1165 are preferably placed into the fluid passages 1140 by 
30 introducing the plugs 1 165 into the fluid passage 1 130 at a surface location in a 
conventional manner. The plugs 1 165 may comprise any number of conventional 
commercially available devices from plugging a fluid passage suchas, for example, 



brass balls, plugs, rubber balls, or darts modified in accordance with the teachings of the 
present disclosure. 

In a preferred embodiment, the plugs 1165 comprise low density rubber balls. In an 
alternative embodiment, for a shoe 1 105 having a common central inlet passage, the plugs 1 165 
5 comprise a single latch down dart. 

After placement of the plugs 1 165 in the fluid passages 1 140, the non hardenable 
fluidic material 1 161 is preferably pumped into the interior region of the tubular member 
11 10 below the mandrel 1105 at pressures and flow rates ranging from approximately 
34.473 to 620.52813 bar (500 to 9,000 psi) and 151.4164 to 1 13,562.355 litres/minute (40 to 
1 0 30,000 gallons/min). In a preferred embodiment, after placement of the plugs 1 165 in the 
fluid passages 1 1 40, the non hardenable fluidic material 1 1 6 1 is preferably pumped into the 
interior region of the tubular member 1110 below the mandrel 1 105 at pressures and flow 
rates ranging from approximately 82.737 to 586.0543 bar (1200 to 8500 psi) and 151.4164 to 
473 1 .7648 litres/minute (40 to 1 250 gallons/min) in order to optimally provide extrusion of 
15 typical tubulars. 

For typical tubular members 1 110, the extrusion of the tubular member 1 1 10 off of the 
expandable mandrel 1 1 05 will begin when the pressure of the interior region of the tubular member 
1110 below the mandrel 1 1 05 reaches, for example, approximately 82.737 to 586.0543 bar (1 200 to 
8500 psi). In a preferred embodiment, the extrusion of the tubular member 1 1 10 off of the 

20 expandable mandrel 1 105 begins when the pressure of the interior region of the tubular member 
1 1 10 below the mandrel 1 105 reaches approximately 82.737 to 586.0543 bar (1200 to 8500 psi). 

During the extrusion process, the expandable mandrel 1 105 may be raised 
out of the expanded portion of the tubular member 1110 at rates ranging, for 
example, from about 0 to 1.524 m/s (0 to 5 ft/sec). In a preferred embodiment, 

25 during the extrusion process, the expandable mandrel 1 105 is raised out of the 
expanded portion of the tubular member 1 1 10 at rates ranging from about 0 to 
0.6096 m/s (0 to 2 ft/sec) in order to optimally provide permit adjustment of 
operational parameters, and optimally ensure that the extrusion process will be 
completed before the material 1 160 cures. 

30 In a preferred embodiment, at least a portion 1 180 of the tubular member 

1 1 10 has an internal diameter less than the outside diameter of the mandrel 1 105. 
In this manner, when the mandrel 1 105 expands the section 1 180 of the tubular 
member 1 1 10, at least a portion of the expanded section 1 180 effects a seal with at 
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least the wellbore casing 1012. In a particularly preferred embodiment, thesealis 
effected by compressing the seals 1016 between the expanded section 1 180 and 
the wellbore casing 1012. In a preferred embodiment, the contact pressure of the 
joint between the expanded section 1 180 of the tubular member 1 1 10 and the 
5 casing 1012 ranges from about 34.473785 to 689.6757 bar (500 to 1 0,000 psi) in order 
to optimally provide pressure to activate the sealing members 1 145 and provide 
optimal resistance to ensure that the joint will withstand typical extremes of tensile 
and compressive loads. 

In an alternative preferred embodiment, substantially all of the entire length 
10 of the tubular member 1 1 1 0 has an internal diameter less than the outside diameter 
of the mandrel 1 105. In this manner, extrusion of the tubular member 1 1 10 by the 
mandrel 1 1 05 results in contact between substantially all of the expanded tubular 
member 1 1 1 0 and the existing casing 1 008. In a preferred embodiment, the contact 
pressure of the joint between the expanded tubular member 1 1 1 0 and the casings 
15 1008 and 1012 ranges from about 34.473785 to 689.6757 bar (500 to 10,000 psi) in 
order to optimally provide pressure to activate the sealing members 1145 and 
provide optimal resistance to ensure that the joint will withstand typical extremes 
of tensile and compressive loads. 

In a preferred embodiment, the operating pressure and flow rate of the 
20 material 1 161 is controllably ramped down when the expandable mandrel 1 105 
reaches the upper end portion of the tubular member 1 1 10. In this manner, the 
sudden release of pressure caused by the complete extrusion of the tubular 
memberlllOoffofthe expandable mandrel 1105can be minimized. Inapreferred 
embodiment, the operating pressure of the fluidic material 1 161 is reduced in a 
25 substantially linear fashion from 1 00% to about 1 0% during the end of the extrusion 
process beginning when the mandrel 1 105 has completed approximately all but 
about 1 .524m (5 feet) of the extrusion process. 

Alternatively, or in combination, a shock absorber is provided in the support 
member 1150 in order to absorb the shock caused by the sudden release of 
30 pressure. 
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Alternatively, or in combination, a mandrel catching structure isprovided in 
the upper end portion of the tubular member 1 1 10 in order to catch or at least 
decelerate the mandrel 1 105. 

Referring to Fig. lOf, once the extrusion process is completed, the 
5 expandable mandrel 1105 is removed from the wellbore 1000. In a preferred 
embodiment, either before or after the removal of the expandable mandrel 1 105, 
the integrity of the fluidic seal of the joint between the upper portion of the tubular 
member 1110 and the upper portion of the tubular liner 1108 is tested using 
conventional methods. If the fluidic seal of the joint between the upper portion of 
10 the tubular member 1110 and the upper portion of the tubular liner 1008 is 
satisfactory, then the uncured portion of the material 1 160 within the expanded 
tubular member U 1 0 is then removed in a conventional manner. The material 1 1 60 
within the annular region between the tubular member 1 1 1 0 and the tubular liner 
1008 is then allowed to cure. 

15 As illustrated in Fig. 1 Of, preferably any remaining cured material 1 160within 

the interior of the expanded tubular member 1110 is then removed in a 
conventional manner using a conventional drill string. The resulting tie-back liner 
of casing 1 1 70 includes the expanded tubular member 1 1 1 0 and an outer annular 
layer 1 175 of cured material 1 160. 

20 As illustrated in Fig. 1 0g, the remaining bottom portion of the apparatus 1 100 

comprising the shoe 1 1 15 and packer 1 155 is then preferably removed by drilling 
out the shoe 1 1 15 and packer 1 155 using conventional drilling methods. 

Inaparticularlypreferred embodiment, the apparatus 1 100 incorporates the 
apparatus 900. 

25 Referring now to Figs. 1 1 a-1 1 f, an embodiment of an apparatus and method 

for hanging a tubular liner off of an existing wellbore casing will now be described. 
As illustrated in Fig. 1 1 a, a wellbore 1 200 is positioned in a subterranean formation 
1205. The wellbore 1200 includes an existing cased section 1210 having a tubular 
casing 1215 and an annular outer layer of cement 1 220. 

30 In order to extend the wellbore 1200 into the subterranean formation 1205, 

a drill string 1225 is used in a well known manner to drill out material from the 
subterranean formation 1205 to form a new section 1230. 
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As illustrated in Fig- 1 lb, an apparatus 1300 for forming a wellbore casing in 
a subterranean formation is then positioned in the new section 1 230 of the wellbore 
100. The apparatus 1300 preferably includes an expandable mandrel or pig 1305, 
a tubular member 1310, a shoe 1315, a fluid passage 1320, a fluid passage 1330, a 
5 fluid passage 1335, seals 1340, a support member 1345, and a wiper plug 1350. 

The expandable mandrel 1305 is coupled to and supported by the support 
member 1345. The expandable mandrel 1 305 is preferably adapted to controllably 
expand in a radial direction. The expandable mandrel 1305 may comprise any 
number of conventional commercially available expandable mandrels modified in 
10 accordance with the teachings of the present disclosure. In a preferred 
embodiment, the expandable mandrel 1305 comprises a hydraulic expansion tool 
substantially as disclosed in U.S. Pat. No. 5,348,095, the disclosure of which is 
incorporated herein by reference, modified in accordance with the teachings of the 
present disclosure. 

1 5 The tubular member 1 3 1 0 is coupled to and supported by the expandable mandrel 

1 305. The tubular member 1 3 1 0 is preferably expanded in the radial direction and extruded 
ofT of the expandable mandrel 1305. The tubular member 13 10 may be fabricated from any 
number of materials such as, for example, Oilfield Countiy Tubular Goods (OCTG), 13 
chromium steel tubing/casing or plastic casing. In a preferred embodiment, the tubular 

20 member 1310 is fabricated from OCTG. The inner and outer diameters of the tubular 
member 1310 may range, for example, from approximately 1 .905 to 1 1 9.38 cms (0.75 to 47 
inches) and 2.667 to 121.92 cms (1.05 to 48 inches), respectively. In a preferred 
embodiment, the inner and outer diameters of the tubular member 1310 range from about 
7.62 to 39.37 cms (3 to 15.5 inches) and 8.89 to 40.64 cms (3.5 to 16 inches), respectively 

25 in order to optimally provide minimal telescoping effect in the most commonly 
encountered wellbore sizes. 

In a preferred embodiment, the tubular member 1310 includes an upper portion 
1355, an intermediate portion 1360, and a lower portion 1365. In a preferred embodiment, 
the wall thickness and outer diameter of the upper portion 1355 of the tubular member 

30 1310 range from about 0.375 to 3.81 cms (3/8 to 1 16 inches) and 8.89 to 40.64 cms (3 to 
16 inches), respectively. In a preferred embodiment, the wall thickness and outer 
diameter of the intermediate portion 1360 of the tubular member 1310 range from about 
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1.5825 to 1.905 cms (0.625 to 0.75 inches) and 7.62 to 48.26 cms (3 to 19 inches), 
respectively. In a preferred embodiment, the wall thickness and outer diameter 
of the lower portion 1365 of the tubular member 1310 range from about 0.375 to 
3.81 cms (3/8 to 1.5 inches) and 8.89 to 40.64 (3.5 to 16 inches), respectively. 
5 In a particularly preferred embodiment, the wall thickness of the 

intermediate section 1 360 of the tubular member 131 0 is less than or equal to the 
wall thickness of the upper and lower sections, 1355 and 1365, of the tubular 
member 1310 in order to optimally factliate the initiation of the extrusion process 
and optimally permit the placement of the apparatus in areas of the wellbore having 

10 tight clearances. 

The tubular member 1310 preferably comprises a solid member. In a 
preferred embodiment, the upper end portion 1355 of the tubular member 1310 is 
slotted, perforated, or otherwise modified to catch or slow down the mandrel 1305 
when it completes the extrusion of tubular member 1310. In a preferred 

15 embodiment, the length of the tubular member 1310 is limited to minimize the 
possibility of buckling . For typical tubular member 1310 materials, the length of the 
tubular member 1310 is preferably limited to between about 40 to 20,000 feet in 
length. 

The shoe 1315 is coupled to the tubular member 1310. The shoe 1315 
20 preferably includes fluid passages 1 330 and 1 335. The shoe 1315 may comprise any 
number of conventional commercially available shoes such as, for example, Super 
Seal II float shoe, Super Seal II Down-Jet float shoe or guide shoe with a sealing 
sleeve for a latch-down plug modified in accordance with the teachings of the 
present disclosure. In a preferred embodiment, the shoe 1315 comprises an 
25 aluminum down-jet guide shoe with a sealing sleeve for a latch-down plug available 
from Halliburton Energy Services in Dallas, TX, modified in accordance with the 
teachings of the present disclosure, in order to optimally guide the tubular member 
1310 into the wellbore 1200, optimally fluidicly isolate the interior of the tubular 
member 1310, and optimally permit the complete drill out of the shoe 1315 upon 
30 the completion of the extrusion and cementing operations. 

In a preferred embodiment, the shoe 1315 further includes one or more side 
outlet ports in fluidic communication with the fluid passage 1330. In this manner, 
the shoe 1315 preferably injects hardenable fluidic seeding material into the region 
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outside the shoe 1315 and tubular member 1310. In a preferred embodiment, the 
shoe 1315 includes the fluid passage 1 330 having an inlet geometry that can receive 
a fluidic sealing member. In this manner, the fluid passage 1 330 can be sealed off 
by introducing a plug, dart and/or ball sealing elements into the fluid passage 1330. 
5 The fluid passage 1 320 permits fluidic materials to be transported to and from 
the Interior region of the tubular member 1310 below the expandable mandrel 1 305. 
The fluid passage 1320 is coupled to and positioned within the support member 
1 345 and the expandable mandrel 1 305. The fluid passage 1 320 preferably extends 
from a position adjacent to the surface to the bottom of the expandable mandrel 
10 1305. The fluid passage 1320 is preferably positioned along a centeriine of the 
apparatus 1 300. The fluid passage 1 320 is preferably selected to transport materials 
such as cement, drilling mud, or epoxies at flow rates and pressures ranging from 
about 0 to 1 1356.2355 litres/minute (0 to 3,000 gallons/minute) and 0 to 620.52813 
bar (0 to 9,000 psi) in order to optimally provide sufficient operating pressures to 
1 5 circulate fluids at operationally efficient rates. 

The fluid passage 1 330 permits fluidic materials to be transported to and from 
the region exterior to the tubular member 1310 and shoe 1315. The fluid passage 
1330 is coupled to and positioned within the shoe 1315 in fluidic communication 
with the interior region 1370 of the tubular member 1310 below the expandable 
20 mandrel 1305. The fluid passage 1330 preferably has a cross-sectional shape that 
permits a plug, or other similar device, to be placed in fluid passage 1 330 to thereby 
block further passage of fluidic materials. In this manner, the interior region 1370 
of the tubular member 1310 below the expandable mandrel 1305 can be fluidicJy 
isolated from the region exterior to the tubular member 1310. This permits the 
25 interior region 1370 of the tubular member 1310 below the expandable mandrel 
1 305 to be pressurized. The fluid passage 1 330 is preferably positioned substantially 
along the centeriine of the apparatus 1300. 

The fluid passage 1330 is preferably selected to convey materials such as 
cement, drilling mud or epoxies at flow rates and pressures ranging from about 0 
30 to 1 1 356.2355 litres/minute (0 to 3,000 gallons/minute) and 0 to 620.528 1 3 bar (0 to 
9,000 psi) in order to optimally fill the annular region between the tubular member 
1310 and the new section 1230 of the wellbore 1200 with fluidic materials. In a 
preferred embodiment, the fluid passage 1330 
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includes an inlet geometry that can receive a dart and/or a ball sealing member. 
In this manner, the fluid passage 1 330 can be sealed off by introducing a plug, dart 
and/or ball sealing elements into the fluid passage 1320. 

The fluid passage 1335 permits fluidic materials to be transported to and from the 
5 region exterior to the tubular member 1310 and shoe 1315. The fluid passage 1335 is 
coupled to and positioned within the shoe 1315 in fluidic communication with the fluid 
passage 1330. The fluid passage 1335 is preferably positioned substantially along the 
centeriine of the apparatus 1300. The fluid passage 1335 is preferably selected to convey 
materials such as cement, drilling mud or epoxies at flow rates and pressures ranging from 

1 0 about 0 to 1 1356.2355 litres/minute (0 to 3,000 gallons/minute) and 0 to 620.52813 bar (0 to 
9,000 psi) in order to optimally fill the annular region between the tubular member 1310 
and the new section 1230 of the wellbore 1200 with fluidic materials. 

The seals 1 340 are coupled to and supported by the upper end portion 1 355 
of the tubular member 1310. The seals 1340 are further positioned on an outer 

1 5 surface of the upper end portion 1 355 of the tubular member 1310. The seals 1 340 
permit the overlapping joint between the lower end portion of the casing 1215 and 
the upper portion 1 355 of the tubular member 1 3 1 0 to be fluidicly sealed. The seals 
1 340 may comprise any number of conventional commercially available seals such 
as, for example, lead, rubber, Teflon™, or epoxy seals modified in accordance with 

20 the teachings of the present disclosure. In a preferred embodiment, the seals 1340 
comprise seals molded from Stratalock epoxy available from Halliburton Energy 
Services in Dallas, TX in order to optimally provide a hydraulic seal in the annulus 
of the overlapping joint while also creating optimal load bearing capability to 
withstand typical tensile and compressive loads. 

25 In a preferred embodiment, the seals 1 340 are selected to optimally provide 

a sufficient frictional force to support the expanded tubular member 1310 from the 
existing casing 1215. In a preferred embodiment, the frictional force provided by 
the seals 1340 ranges from about 68.94757 to 68,947.57 bar 0,000 to 1,000,000 Ibf) 
in order to optimally support the expanded tubular member 1310. 

30 The support member 1345 is coupled to the expandable mandrel 1305, tubular 

member 1310, shoe 1315, and seals 1340. The support member 1345 preferably comprises 
an annular member having sufficient strength to cany the apparatus 1300 into the new 
section 1230 of the wellbore 1200. In a preferred 
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embodiment, the support member 1 345 further includes one or more conventional 
centralizers (not illustrated) to help stabilize the tubular member 1310. 

In a preferred embodiment, the support member 1 345 is thoroughly cleaned 
prior to assembly to the remaining portions of the apparatus 1300. In this manner, 
5 the introduction of foreign material into the apparatus 1300 is minimized. This 
minimizes the possibility of foreign material clogging the various flow passages and 
valves of the apparatus 1300 and to ensure that no foreign material interferes with 
the expansion process. 

The wiper plug 1 350 is coupled to the mandrel 1 305 within the interior region 

10 1370 of the tubular member 1310. The wiper plug 1350 includes a fluid passage 
1375 that is coupled to the fluid passage 1320. The wiper plug 1350 may comprise 
one or more conventional commercially available wiper plugs such as, for example, 
Multiple Stage Cementer latch-down plugs, Omega latch-down plugs or three-wiper 
latch-down plug modified in accordance with the teachings of the present 

1 5 disclosure. In a preferred embodiment, the wiper plug 1350 comprises a Multiple 
Stage Cementer latch-down plug available from Halliburton Energy Services in 
Dallas, TX modified in a conventional manner for releasable attachment to the 
expansion mandrel 1305. 

In a preferred embodiment, before or after positioning the apparatus 1300 

20 within the new section 1 230 of the wellbore 1 200, a couple of wellbore volumes are 
circulated in order to ensure that no foreign materials are located within the 
wellbore 1200 that might clog up the various flow passages and valves of the 
apparatus 1 300 and to ensure that no foreign material interferes with the extrusion 
process. 

25 As illustrated in Fig. 1 lc, a hardenable fluidic sealing material 1380 is then 

pumped from a surface location into the fluid passage 1 320. The material 1 380 then 
passes from the fluid passage 1320, through the fluid passage 1375, and into the 
interior region 1370 of the tubular member 1310 below the expandable mandrel 
1305. The material 1380 then passes from the interior region 1370 into the fluid 

30 passage 1 330. The material 1 380 then exits the apparatus 1 300 via the fluid passage 
1 335 and fills the annular region 1 390 between the exterior of the tubular member 
1310 and the interior wall of the new section 1230 of the wellbore 1200. Continued 
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( pumping of the material 1 380 causes the material 1 3$ e'td fill up at least a portion 
of the annular region 1390. 

The material 1 380 may be pumped into the annular region 1 390 at pressures 
and flow rates ranging, for example, from about 0 to 344.73785 bar (0 to 5000 psi) 
5 and 0 to 5678.1177 litres/minute (0 to 1,500 gallons/min), respectively. In a 
preferred embodiment, the material 1380 is pumped into the annular region 1390 
at pressures and flow rates ranging from about 0 to 344.73785 bar (0 to 5000 psi) 
and 0 to 5678.1 177 litres/minute (0 to 1,500 gallons/min), respectively, in order to 
optimally fill the annular region between the tubular member 1310 and the new 
10 section 1230ofthewellbore 1200 with the hardenable fluidic sealing material 1380. 

The hardenable fluidic sealing material 1380 may comprise any number of 
conventional commercially available hardenable fluidic sealing materials such as, 
for example, slag mix, cement or epoxy. In a preferred embodiment, the 
hardenable fluidic sealing material 1380 comprises blended cements designed 
1 5 specifically for the well section being driDed and available from Halliburton Energy 
Services in order to optimally provide support for the tubular member I310during 
displacement of the material 1380 in the annular region 1390. The optimum blend 
of the cement is preferably determined using conventional empirical methods. 
The annular region 1390preferabry is filled with the material 1380 in sufficient 
20 quantities to ensure that, upon radial expansion of the tubular member 1 310, the 
annular region 1390 of the new section 1230 of the wellbore 1200 will be filled with 
material 1380. 

As illustrated in Fig. I Id, once the annular region 1390 has been adequately 
filled with material 1 380, a wiper dart 1 395, or other similar device, is introduced 
25 into the fluid passage 1320. The wiper dart 1395 is preferably pumped through the 
fluid passage 1320 by a non hardenable fluidic material 1381. The wiper dart 1395 
then preferably engages the wiper plug 1350. 

As illustrated in Fig. 1 le, in a preferred embodiment, engagement of the 
wiper dart 1 395 with the wiper plug 1 350 causes the wiper plug 1 350 to decouple 
30 from the mandrel 1305. The wiper dart 1395 and wiper plug 1350 then preferably 
will lodge in the fluid passage 1330, thereby blocking fluid flow through the fluid 
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^ passage 1330, and fluidicly isolating the interior region 1370 of the tubular 
member 1310 from the annular region 1390. In a preferred embodiment, the non 
hardenable fluidic material 1381 is then pumped into the interior region 1370 
causing the interior region 1370 to pressurize. Once the interior region 1370 
5 becomes sufficiently pressurized, the tubular member 1310 is extruded off of the 
expandable mandrel 1305. During the extrusion process, the expandable mandrel 
1305 is raised out of the expanded portion of the tubular member 1310 by the 
support member 1345. 

The wiper dart 1395 is preferably placed into the fluid passage 1320 by 
10 introducing the wiper dart 1395 into the fluid passage 1320 at a surface location 
in a conventional manner. The wiper dart 1395 may comprise any number of 
conventional commercially available devices from plugging a fluid passage such as, 
for example, Multiple Stage Cementer latch-down plugs, Omega latch-down plugB 
or three wiper latch-down plug/dart modified in accordance with the teachings of 
15 the present disclosure. In a preferred embodiment, the wiper dart 1395 comprises 
a three wiper latch-down plug modified to latch and seal in the Multiple Stage 
Cementer latch down plug 1350. The three wiper latch-down plug is available 
~~ from Halliburton Energy Services in Dallas, TX. 

After blocking the fluid passage 1330 using the wiper plug 1330 and wiper 
20 dart 1395, the non hardenable fluidic material 1381 may be pumped into the 
interior region 1370 at pressures and flow rates ranging, for example, from 
approximately 0 to 344.73785 bar (0 to 5000 psi) and 0 to 5678. 1 1 77 litres/rninute (0 to 
1500 galions/min) in order to optimally extrude the tubular member 1310 off of the 
mandrel 1305. In this manner, the amount of hardenable fluidic material within the 
2g intenor of the tubular member 13 1 0 is muumized. 

In a preferred embodiment, after blocking the fluid passage 1330, the non hardenable 
fluufae material 1381 is preferably pumped into the interior region 1370 at pressures and flow 
rates rangmg from approximately 34.473 to 620.52813 bar (500 to 9,000 psi) and 151 4164 to 
11356.2355 litres/minute (40 to 3,000 gallons/min) in order to optimally provide operating 
pressures to maintain the expansion process at rates sufficient to permit adjustments to be made 
30 m operating parameters during the extrusion process. 
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For typical tubular members 1310, the extrusion of the tubular member 1310 
off of the expandable mandrel 1305 will begin when the pressure of the interior 
region 1370 reaches, for example, approximately 34.473 to 620.52813 bar (500 to 
9,000 psi). In a preferred embodiment, the extrusion of the tubular member 1310 
5 off of the expandable mandrel 1 305 is a function of the tubular member diameter, 
wall thickness of the tubular member, geometry of the mandrel, the type of 
lubricant, the composition of the shoe and tubular member, and the yield strength 
of the tubular member. The optimum flow rate and operating pressures are 
preferably determined using conventional empirical methods. 
1 0 During the extrusion process, the expandable mandrel 1 305 may be raised out of 

the expanded portion of the tubular member 1 3 1 0 at rates ranging, for example, from about 
0 to 1 .524 m/s (0 to 5 ft/sec). In a preferred embodiment, during the extrusion process, the 
expandable mandrel 1305 may be raised out of the expanded portion of the tubular 
member 1310 at rates ranging from about 0 to 0.6096m/s ( 0 to 2 ft/sec) in order to optimally 
1 5 providean efficient process, optimalrypermitoperatoradjustment of operation parameters, 
and ensure optimal completion of the extrusion process before curing of the material 1380. 

When the upper end portion 1355 of the tubularmember 13 10 is extruded off of the 
expandable mandrel 1305, the outer surface of the upper end portion 1355 of the tubular 
member 1310 will preferably contact the interior surface of the lower end portion of the 
20 casing 1 21 5 to form an fluid tight overlapping joint. The contact pressure of the overlapping 
joint may range, for example, from approximately 3.447379 to 1,278.9514 bar (50 to 20,000 
psi). In a preferred embodiment, the contact pressure of the overlapping joint ranges from 
approximately 27.579028 to 689.4757 bar (400 to 10,000 psi) in order to optimally provide 
contact pressure sufficient to ensure annular sealing and provide enough resistance to 
25 withstand typical tensile and compressive loads. In a particularly preferred embodiment, 
the sealing members 1340 will ensure an adequate fluidic and gaseous seal in the 
overlapping joint. 

In a preferred embodiment, the operating pressure and flow rate of the non 
hardenable fluidic material 1381 is controllabry ramped down when the expandable 

30 mandrel 1305 reaches the upper end portion 1355 of the tubular member 1310. In this 
manner, the sudden release of pressure caused by the complete extrusion of the tubular 
member 1310 off of the expandable mandrel 1305 can be minimized. In a preferred 
embodiment, the operating pressure is reduced in a substantially linear fashion from 100% 
toabout 10%during the end ofthe extrusion process beginning when the mandrel 1305has 

35 completed approximately all but about 1.524m (5 feet) of the extrusion process. 
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Alternatively, or in combination, a shock absofber is provided in the support 
member 1345 in order to absorb the shock caused by the sudden release of 
pressure. 

Alternatively, or in combination, a mandrel catching structure is provided in 
5 the upper end portion 1 355 of the tubular member 1 3 1 0 in order to catch or at least 
decelerate the mandrel 1305. 

Once the extrusion process is completed, the expandable mandrel 1305 is 
removed from the wellbore 1 200. In a preferred embodiment, either before or after 
the removal of the expandable mandrel 1305, the integrity of the fluidic seal of the 

1 0 overlapping joint between the upper portion 1 355 of the tubular member 1310 and 
the lower portion of the casing 1215 is tested using conventional methods. If the 
fluidic seal of the overlapping joint between the upper portion 1355 of the tubular 
member 1310 and the lower portion of the casing 1215 is satisfactory, then the 
uncured portion of the material 1 380 within the expanded tubular member 1 3 1 0 is 

15 then removed in a conventional manner. The material 1380 within the annular 
region 1390 is then allowed to cure. 

As illustrated in Fig. 1 1 f, preferably any remaining cured material 1 380 within 
the interior of the expanded tubular member 1310 is then removed in a 
conventional manner using a conventional drill string. The resulting new section 

20 of casing 1400 includes the expanded tubular member 1310 and an outer annular 
layer 1405 of cured material 305. The bottom portion of the apparatus 1300 
comprising the shoe 1315 may then be removed by drilling out the shoe 1315 using 
conventional drilling methods. 

A method of creating a casing in a borehole located in a subterranean 

25 formation has been described that includes installing a tubular liner and a mandrel 
in the borehole. A body of fluidic material is then injected into the borehole- The 
tubular liner is then radially expanded by extruding the liner off of the mandrel. The 
injecting preferably includes injecting a hardenable fluidic sealing material into an 
annular region located between the borehole and the exterior of the tubular liner; 

30 and a non hardenable fluidic material into an interior region of the tubular liner 



below the mandrel. The method preferably iniludes'fluidicly isolating the annular 
region from the interior region before injecting the second quantity of the non 
hardenable sealing material into the interior region. The injecting the hardenable 
fluidic sealing material is preferably provided at operating pressures and flow rates 
5 ranging from about 0 to 344. 73785 bar (0 to 5000 psi) and 0 to 567. 1 1 77 litres/minute 
(0 to 1,500 gallons/min). The injecting of the non hardenable fluidic material is 
preferably provided at operating pressures and flow rates ranging from about 34.473 
to 620.52813 bar (500 to 9000 psi) and 151.4164 to 1 1356.2355 litres/minute (40 to 
3,000 gallons/min). The injecting of the non hardenable fluidic material is 
10 preferably provided at reduced operating pressures and flow rates during an end 
portion of the extruding. The non hardenable fluidic material is preferably injected 
below the mandrel. The method preferably includes pressurizing a region of the 
tubular liner below the mandrel. The region of the tubular liner below the mandrel 
is preferably pressurized to pressures ranging from about 34.473 to 620.52813 bar 
15 (500 to 9,000 psi). The method preferably includes fluidicly isolating an interior 
region of the tubular liner from an exterior region of the tubular liner. The method 
further preferably includes curing the hardenable sealing material, and removing 
at least a portion of the cured sealing material located within the tubular liner. The 
method further preferably includes overlapping the tubular liner with an existing 
20 wellbore casing. The method further preferably includes sealing the overlap 
between the tubular liner and the existing wellbore casing. The method further 
preferably includes supporting the extruded tubular liner using the overlap with the 
existing wellbore casing. The method further preferably includes testing the 
integrity of the seal in the overlap between the tubular liner and the existing 
25 wellbore casing. The method further preferably includes removing at least a portion 
of the hardenable fluidic sealing material within the tubular liner before curing. The 
method further preferably includes lubricating the surface of the mandrel. The 
method further preferably includes absorbing shock. The method further preferably 
includes catching the mandrel upon the completion of the extruding. 

30 



( An apparatus for creating a'c&sirlg in a borehole located in a subterranean 

formation has been described that includes a support member, a mandrel, a 
tubular member, and a shoe. The support member includes a first fluid passage. 
The mandrel is coupled to the support member and includes a second fluid passage* 
5 The tubular member is coupled to the mandrel. The shoe is coupled to the tubular 
liner and includes a third fluid passage. The first, second and third fluid passages 
are operably coupled. The support member preferably ftirther includes a pressure 
relief passage, and a flow control valve coupled to the first fluid passage and the 
pressure relief passage. The support member further preferably includes a shock 
10 absorber. The support member preferably includes one or more sealing members 
adapted to prevent foreign material from entering an interior region of the tubular 
member. The mandrel is preferably expandable. The tubular member is 
preferably fabricated from materials selected from the group consisting of Oilfield 
Country Tubular Goods, 13 chromium steel tubing/casing, and plastic casing. The 

15 tubular member preferably has inner and outer diameters ranging from about 7.62 to 39.37 cms (3 to 15.5 
inches) and 8.89 to 4<h64 cms (3.5 to 1 6 inches), respectively. The tubular member preferably has a plastic 
yield point ranging from about 275.9028 to 9307.92195 bar (40,000 to 135,000 psi). The tubular 

member preferably includes one or more sealing members at an end portion. The 
tubular member preferably includes one or more pressure relief holes at an end 
20 portion. The tubular member preferably includes a catching member at an end 
portion for slowing down the mandrel. The shoe preferably includes an inlet port 
coupled to the third fluid passage, the inlet port adapted to receive a plug for 
blocking the inlet port. The shoe preferably is drillable. 

A method of joining a second tubular member to a first tubular member, the 
25 first tubular member having an inner diameter greater than an outer diameter of 
the second tubular member, has been described that includes positioning a 
mandrel within an interior region of the second tubular member, positioning the 
first and second tubular members in an overlapping relationship, pressurizing a 
portion of the interior region of the second tubular member; and extruding the 
30 second tubular member off of the mandrel into engagement with the first tubular 
member. The pressurizing of the portion of the interior region of the second 
- tubular member is preferably provided at operating pressures ranging from about 



( 34.473 to 620.52813 bar (500 to 9,000 psi). Tir pressurizing of tUc portion of the interior region of the 

second tubular member is preferably provided at reduced operating pressures 
during a latter portion of the extruding. The method further preferably includes 
sealing the overlap between the first and second tubular members. The method 
5 further preferably includes supporting the extruded first tubular member using 
the overlap with the second tubular member. The method further preferably 
includes lubricating the surface of the mandrel. The method further preferably 
includes absorbing shock. 

A liner for use in creating a new section of wellbore casing in a subterranean 
10 formation adjacent to an already existing section of wellbore casing has been 
described that includes an annular member. The annular member includes one or 
more sealing members at an end portion of the annular member, and one or more 
pressure relief passages at an end portion of the annular member. 

A wellbore casing has been described that includes a tubular liner and an 
15 annular body of a cured fluidic sealing material. The tubular liner is formed by the 
process of extruding the tubular liner off of a mandrel. The tubular liner is 
preferably formed by the process of placing the tubular liner and mandrel within 
the wellbore, and pressurizing an interior portion of the tubular liner. The 
an n ular body of the cured fluidic sealing material is preferably formed by the 
20 process of injecting a body of hardenable fluidic sealing material into an annular 
region external of the tubular liner. During the pressurizing, the interior portion 
of the tubular liner is preferably fluidicly isolated from an exterior portion of the 
tubular liner. The interior portion of the tubular liner is preferably pressurized 
to pressures ranging from about 34.473 to 620.52813 bar (500 to 9,000 psi). The tubular liner preferably 
25 overlaps with an existing wellbore casing. The wellbore casing preferably further 
includes a seal positioned in the overlap between the tubular liner and the existing 
wellbore casing. Tubular liner is preferably supported the overlap with the 
existing wellbore casing. 

A method of repairing an existing section of a wellbore casing within a 
30 borehole has been described that includes installing a tubular liner and a mandrel 
within the wellbore casing, injecting a body of a fluidic material into the borehole, 
pressurizing a portion of an interior region of the tubular liner, and radially 



( expanding the liner in the borehole by elxtruding the liner off of the mandreL In 
a preferred embodiment, the fluidic material is selected from the group consisting 
of slag mix, cement, drilling mud, and epoxy . In a preferred embodiment, the 
method further includes fluidicly isolating an interior region of the tubular liner 
5 from an exterior region of the tubular liner. In a preferred embodiment, the 
injecting of the body of fluidic material is provided at operating pressures and flow 

rates ranging from about 34.473 to 620.52813 bar (500 to 9,000 psi) and 151.4164 to 113562.355 
" litres/minute (40 to 3,000 gaUons/min). In a preferred embodiment, the injecting of the body of fluidic 
material is provided at reduced operating pressures and flow rates during an end portion of the extruding* 

10 In a preferred embodiment, the fluidic material is injected below the mandrel. In 
a preferred embodiment, a region of the tubular liner below the mandrel is 
pressurized. In a preferred embodiment, the region of the tubular liner below the 

mandrel is pressurized to pressures ranging from about 34.473 to 620.52813 bar (500 to 9,000 psi). In a 

preferred embodiment, the method further includes overlapping the tubular liner 
15 with the existing wellbore casing. In a preferred embodiment, the method further 
includes sealing the interface between the tubular liner and the existing wellbore 
casing. In a preferred embodiment, the method further includes supporting the 
extruded tubular liner using the existing wellbore casing. In a preferred 
embodiment, the method further includes testing the integrity of the seal in the 
20 interface between the tubular liner and the existing wellbore casing. In a 
preferred embodiment, method further includes lubricating the surface of the 
mandrel. In a preferred embodiment, the method further includes absorbing 
shock. In a preferred embodiment, the method further includes catching the 
mandrel upon the completion of the extruding. In a preferred embodiment, the 
25 method further includes expanding the mandrel in a radial direction. 

A tie-back liner for lining an existing wellbore casing has been described 
that includes a tubular liner and an annular body of a cured fluidic sealing 
material. The tubular liner is formed by the process of extruding the tubular liner 
off of a mandrel. The annular body of a cured fluidic sealing material is coupled 
30 to the tubular liner. In a preferred embodiment, the tubular liner is formed by the 
process of placing the tubular liner and mandrel within the wellbore, and 
pressurizing an interior portion of the tubular liner. In a preferred embodiment, 



during the pressurizing, the inferior portion of the tubular liner is fluidicly isolated 
from an exterior portion of the tubular liner. In a preferred embodiment, the interior 
portion of the tubular liner is pressurized at pressures ranging from about 34.473 to 
620.52813 bar (500 to 9,000 psi). In a preferred embodiment, the annular body of 
5 a cured fluidic sealing material is formed by the process of injecting a body of 
hardenable fluidic sealing material into an annular region between the existing 
wellbore casing and the tubular liner. In a preferred embodiment, the tubular liner 
overlaps with another existing wellbore casing. In a preferred embodiment, the tie- 
back liner further includes a seal positioned in the overlap between the tubular liner 

10 and the other existing wellbore casing. In a preferred embodiment, tubular liner is 
supported by the overlap with the other existing wellbore casing. 

An apparatus for expanding a tubular member has been described that 
includes a support member, a mandrel, a tubular member, and a shoe. The 
support member includes a first fluid passage. The mandrel is coupled to the 

1 5 support member. The mandrel includes a second fluid passage operably coupled 
to the first fluid passage, an interior portion, and an exterior portion. The interior 
portion of the mandrel is drillable. The tubular member is coupled to the mandrel 
The shoe is coupled to the tubular member. The shoe includes a third fluid passage 
operably coupled to the second fluid passage, an interior portion, and an exterior 

20 portion. The interior portion of the shoe is drillable. Preferably, the interior portion 
of the mandrel includes a tubular member and a load bearing member. Preferably, 
the load bearing member comprises a drillable body. Preferably, the interior 
portion of the shoe includes a tubular member, and a load bearing member. 
Preferably, the load bearing member comprises a drillable body. Preferably, the 
exterior portion of the mandrel comprises an expansion cone. Preferably, the 
expansion cone is fabricated from materials selected from the group consisting of 
tool steel, titanium, and ceramic. Preferably, the expansion cone has a surface 
hardness ranging from about 58 to 62 Rockwell C. Preferably at least a portion of 
the apparatus is drillable. 

Although illustrative embodiments of the invention have been shown and 
described, a wide range of modification, changes and substitution is contemplated 
in the foregoing disclosure. In some instances, some features of the present 
invention may be employed without a corresponding use of the other features. 



Accordingly, it is appropriate that the appended claims be construed broadly and 
in a manner consistent with the scope of the invention. 



CLAIMS 



1- A tubular liner, comprising: 

a first tubular portion having a first inside 
5 diameter; 

a second tubular portion having a second inside 
diameter; 

an intermediate tapered tubular portion for 
coupling the first and second tubular portions to each 
10 other; and 

one or more sealing members coupled to the 
exterior surface of at least one of the tubular 
portions; 

wherein the first inside diameter is greater than 
15 the second inside diameter and 

wherein at least one of the first and second 
tubular portions define one or more pressure relief 
passages . 

20 2. The liner of claim 1, wherein the tubular liner is 
fabricated from materials selected from the group 
consisting of: 

automotive grade steel, plastic, and chromium 
steel . 

25 

3. The liner of claim 1, wherein the tubular liner 
includes an outer diameter and a wall thickness ranging 
from 8.89 cms to 48.26 (3.5 to 19 inches) and 0.3175 to 
3.175 cms (1/8 to 1.25 inches), respectively. 

30 

4. The liner of claim 1, wherein the length of the 
liner ranges from 12.192 to 6.096 m (40 to 20,000 
feet) . 

35 5. The liner of claim 1, wherein the wall thickness 
and outside diameter of the second tubular portion 

left 



ranges from 0.375 to 3.81 cms (3/8 to 1 . 5 inches) and 
8.89 to 40.64 cms (3.5 to 16 inches), respectively. 

6. The liner of claim l, wherein the wall thickness 
and outside diameter of the tapered tubular portion 
ranges from 0.3175 to 3.175 cms (1/8 to 1.2 5 inches) 
and 8.89 to 48.26 cms (3.5 to 19 inches), respectively 

7. The liner of claim 1, wherein the wall thickness 
and outside diameter of the first tubular portion 
ranges from 0.3175 to 3.175 cms (1/8 to 1.25 inches) 
and 8.89 to 48.26 cms (3.5 to 19 inches), respectively 

8. The liner of claim 1, wherein the first tubular 
portion has a first wall thickness; 

wherein the second tubular portion has a second 
wall thickness; and wherein the first wall thickness is 
less than the second wall thickness. 

9. The liner of claim 1, wherein the second tubular 
portion includes one or more radial passages. . 

10. A tubular liner, comprising: 

a first tubular portion having a first inside 
diameter; 

a second tubular portion coupled to the first 
tubular portion having a second inside diameter; and 

a third tubular portion coupled to the second 
tubular portion having a third inside diameter; 

wherein the first and third inside diameters are 
both greater than the second inside diameter; 

wherein the second tubular portion includes one or 
more external sealing elements; and 

wherein at least one of the first and third 
tubular members define one or more pressure relief 
passages . 
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11. The liner of claim 10, wherein the first tubular 
portion has a first wall thickness; 

wherein the second tubular portion has a second 
wall thickness; 

wherein the third tubular portion has a third wall 
thickness; and 

wherein the first and third wall thicknesses are 
both less than the second wall thickness. 

12. The liner of claim 10, wherein the first and third 
tubular portions each include one or more radial 
passages . 

13. The liner of claim 1, wherein an end of the second 
15 tubular portion comprises one or more slots. 

14. The liner of claim 1, wherein an end of the second 
tubular portion comprises one or more perforations. 

20 15. The liner of claim 8, wherein the intermediate 
tapered tubular portion includes an intermediate wall 
thickness ; and 

wherein the intermediate wall thickness is less 
than the second wall thickness. 

25 

16. The liner of claim 10, wherein an end of the first 
tubular portion comprises one or more slots. 

17. The liner of claim 10, wherein an end of the first 
3 0 tubular portion comprises one or more perforations. 

18. The liner of claim 10, wherein the first inside 
diameter is greater than both the second and third 
inside diameters. 
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